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SECTION  1 


1.0  SCOPE 

1.1  Plant  Area.  Department. 

This  Work  Management  Manual  applies  to  the  Sheetmetal  Shop,  Building  7, 
Department  Oil. 

1.2  Product  and  Components 

The  ventilation  parts  produced  consist  of  the  13  standard  shapes  as 
designated  by  the  Sheetmetal  Planning  Office.  Whether  these  shapes  go 
to  make  up  an  assembly  (called  a  sketch)  or  a  "package"  (all  the  parts 
in  a  compartment),  the  single  unit  produced  in  the  shop  is  the  object 
of  this  manual.  Other  parts  produced  in  the  Sheetmetal  Shop  such  as 
stainless  steel  galley  equipment,  spools,  or  foundations  are  specifi¬ 
cally  excluded  as  well  as  installation  or  erection  in  the  ship. 

The  standard  shapes  are  listed  on  the  following  pages. 


For  statistical  purposes,  we  analyzed  a  representative  period  of 
sheetmetal  shop  work  and  found  -  (out  of  more  than  2000  shapes)  the 
following  breakdown: 


Shape  No. _ Name 


Percent  of  Total 


1 

2 

3 

4 

5 

6 

7 

8 
9 

10 

11 

12 

13 


Transformer  (rectangular)  12 

Straight  Section  38 

Square  to  Round  (centered)  8 

Round  Section  2  * 

Round  Elbow  (5.  gored)  1 

Square  to  Round  (off  center)  2 

Rectangular  Elbow  20 

Rectangular  Elbow  with  Vane  Track  3 

Rectangular  Transition  to  Radius  Corner  <1 
Flat  Oval  to  Radius  Corner  <1 

Square  to  Flat  Oval  7 

O-Gee,  Rectangular  6 

Offset,  Rectangular  1 


*  Most  round  section  vent  is  made  from  purchased  round  spiral  duct. 
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STAMDARO  SHAPES 
UATH  I  DEjOTi  FI  CAT"10^ 
I0UHBE63 

NASSCO ■ SHAPE  l  k±l 


o 


TRANSFORMER- _ 

RECTANGLE  TO _ 

RECTANGLE _ _ 

NASSCO  SHAPE  _J — 


OLD  METHOD  NEW  METHOD 

befor  CNC  with  CNC 

Time  required  to  sketch  30  min  CADCAM  time  required  to  sketch  10  min 

Time  required  to  layout  30  min  Job  accomplished  by  proqramer 

Time  required  to  markout  20  min  Proqramer  time  required  25  m i n 

Time  required  to  cutout  15  min  CNC  time  required  to  cutout  6  min 

Total  95  min  Total  41  min 

There  is  an  approximate  57%  savinq  in  overall  time  in  this  portion 
of  the  comstruct ion .  The  time  required  to  assemble  remains  close 
to  the  same.  It  will  require  an  extended  study  to  evaluate  the  effect 
of  more  accurate  pieces  on  possable  time  saving  durinq  assembly. 

The  over  all  savinq  for  this  particular  piece  repersents  between  20 
30  percent. 


MASSOO'  SHAPE  3 


SSCO  SHAPE 


MAQQP.n'  C.HAPF  5 


OFF  CENTER,  X/Y 


NAS3C0-  SHAPE 


NASSCO  SHAPE'.  7_ 


NASSCO.  SHAPE  B_J 


FLAT  OVAL  TO 
RADIUS  CORNER 


NASSCO  SHAPE 


NASSCO.  SHAPE- J2 


NASSCO.  SHAPE 


1.3  Materials 


For  the  purpose  of  this  study  the  materials  involved  is  standard 
galvanized  sheet  steel  -  FED  SPEC  QQ-S-775. 


USSG  THICKNESS  (Inches) _ Pounds  per  Sq.  Ft. _ Pounds  per  4x8  Sheet 


11 

.1233 

5.16 

165 

16 

.0635 

2.66 

85 

18 

.0516 

2.16 

69 

20 

.0396 

1.66 

53 

22 

.0336 

1.41 

45 

NOTES: 

1.  See,  also,  Sheet  1  of  NS-5500  (Page  23) . 

2.  The  gauge  of  galvanized  sheet  is  shown  on  the  MOST-analyses  sheet 
in  the  backup  data. 


1.4  OPERATIONS 

Here  is  a  list  of  typical  operations: 

1.  Sketch .  The  journeyman,  following  instructions  from  the  Sheetmetal 
Planning  Group,  takes  the  engineering  drawing  and  prepares  a 
"sketch".  This  is  a  3-D  assembly  drawing  and  consist  of  one  or 
more  of  the  Standard  Shapes  described  in  Section  1.2.  Sometimes 
the  engineering  drawing  is  merely  duplicated  on  the  copying  machine 
(enlarged  if  necessary)  .  When  complete  the  sketch  contains  all 
essential  information  -  gauge,  dimensions,  details,  auxiliary  views, 
et  cetra.  Shear  size  is  also  marked  on  this  document. 

2.  Layout .  If  the  sketch  needs  development  (as  in  a  square  to  round) 
the  layout  man  using  dividers,  awl,  square,  steel  rule  and  tin  snips 
lays  out  the  pattern  and  traces  it  on  heavy  layout  paper,  finally 
cutting  to  actual  size.  An  alternate  way  to  layout  is  to  do  this 
work  on  the  computer  for  the  CNC  Whitney  Panelmaster  Punching  and 
Plasma  Ave  Cutting  Machine. 

3.  Markout .  Here  the  various  patterns  and  sketches  are  marked  on  the 
galvanized  steel  sheet  preparetory  to  cutting  to  size.  Sometime 
bend  lines  are  marked  as  well  as  centerpunch  marks.  Also 
construction  instructions  and  part  numbers  are  also  placed  on  the 
material . 

4.  Material  Handling.  The  usual  way  to  handle  the  typical  4x8  foot 
sheets  of  material  is  with  a  4  wheel  cart. 


22 


GENERAL  NOTES 

STANDARD  RECTANGULAR  DUCTING 

1.  Rectangular  ducting  will  be  manufactured  from  galvanized  sheet  steel  of 
lock  forming  quality.  FED  SPEC  QQ-S-775.  All  ductwork  will  be  airtight. 

2.  Ducts  exposed  to  the  weather,  or  where  required  by  Regulatory  Bodies  for 
structural  fire  protection  or  watertightness,  will  be  11  USSG  (.1196  inch) 
and  of  welded  construction. 

3/16" 

3.  All  horizontal  ducts  in  dry  cargo  holds  will  be  7.65#  plate.  All 
vertical  ducts  in  dry  cargo  holds  will  be  10.2#  plate. 

‘-N  Va  u 

4.  All  vertical  ducts  in  shops,  stores  and  other  locations  where  subject  to 
damage  will  be^^JJSS^^^^^^ich^ 

5.  Ducts  manufactured  from  11  USSG  sheet  will  be  made  1/8  inch  undersized 
to  accommodate  standard  flange  sizes. 

6.  Ducts  other  than  those  mentioned  above  will  be  made  with  Pittsburgh 
Comer  Lock  Seams  or  Welded.  Transverse  joints  will  be  overlapped  and 
rivehed  on  1-1/2  inch  centers  or  spot  welded  with  the  external  seams 
and  rivets  sealed  with  an  approved  fire  resistive  high  velocity  duct 
sealer.  The  thickness  of-material  will  be  determined  by  the  maximum 
dimension  for  rectangular  ducts  as  follows: 

All  vertical  exposed  'ducts  and 
horizontal  or  concealed  vertical 
ducts  24  inches  and  over 


Horizontal  or  concealed  vertical 
ducts  less  than  24  inches 

7.  All  ducts  in  machinery  spaces  will  be  l^USSG 

8.  Circular  or  flat  oval  duct  sections  will  be  used  in  lieu  of  rectangular 
when  passing  through  beams,  girders  or  other  strength  members.  These 
penetrations  must  be  approved  by  the  Hull  Scientific,  who  will  determine 
what  reinforcement,  if  any,  is  required. 

9.  The  following  standard  sizes  of  square  or  rectangular  ducting  will  be 
adhered  to  where  the  use  of  round  spiral  ducting  is  impractical.  The 
ratio  of  width  to  depth  of  standard  sizes  has  been  limited  to  3-1. 

10.  Where  it  is  necessary  to  design  ducting  outside  the  range  of  standard 
sizes,  any  component  parts  required  will  be  detailed  on  the  system  drawing 
as  a  nonystandard  part. 

11,  Where  branch  splits  are  required  in  rectangular  ducts,  the  two-inch 
increment  sizes  will  be  maintained.  The  minimum  split  sizes  being  two 
inches. 


#16  USSG  f.0598  inch!  I  \VBp,rr * 
IS  . 


’J 


#20  USSG  (.0359  inch). 

(.0598  inch). 


JOIOT 


_ i _ 

>RAWN  BY=  JW 

GENERAL  NOTES 

STANJMRDRECTANGUIARDUCTING 

_ n _ 

NS-550O 

REV 

WECKED  BY:  -  ' 

SHTI0F4  1 

1  0 

5.  Shear .  This  operation  may  be  done  before  or  after  layout.  Here  the 
large  4x8  sheet  is  cut  to  the  proper  size  in  the  powered  square  shear. 

6.  Nibbler .  Irregular  or  curved  pieces  are  "nibbled"  to  size  with  this 
machine  or  sometimes  by  hand  with  a  unishear  powered  portable  hand 
shear . 

7.  Band  Saw.  An  alternate  to  nibbling,  the  bandsaw  cuts  notches  and 
v-cuts . 

8.  Roll-Bender .  Cyllinderical  shapes  are  rolled  to  size  in  one  of  the 
two  powered  rolls. 

9.  Duplicator.  This  machine,  hydraulically  powered,  is  a  hole 
puncher.  A  pattern  device  that  guides  a  pin  into  a  master  pattern 
can  be  used  to  punch  a  desired  hole  configuration. 

10.  Drill  Press.  This  typical  shop  machine  drill  holes. 

11.  NC  Drilling  Machine.  To  achieve  a  desired  hole  pattern  in  a  square 
configuration,  angle  flanges  are  drilled  on  this  machine.  Usually 
7/16  holes  for  3/8  bolts. 

12  Small  Press-Brake.  For  bending  16  gauge  and  thinner.  Pan  brakes 
and  leaf  brakes  are  also  used  for  bending. 

13.  Large  Press  Brake.  A  200  ton  mechanical  press,  this  machine  will 
bend  quite  thick  metal. 

14.  Lockformer .  To  produce  the  form  required  for  Pittsburgh  joints 
there  are  two  basic  machines:  one  to  produce  the  Pittsburgh 
portion  and  another  to  make  a  flange  on  the  material  that  will  be 
inserted  into  the  joint.  There  are  also  other  small,  powered,  edge 
forming  machines.  See  page  43. 

15.  Spot  Welder.  For  welding  lapped  joints. 

16.  Fitting.  Essentially  a  hand  process,  the  various  sheet  metal 
formed  and  flat  parts  are  assembled  together  to  make  the  complete 
shape . 

17.  Welding .  Besides  TIG  (tungsten  inert  gas)  and  MIG  (metal  inert 

gas)  hand  welding  there  is  also  a  butt  joint  automatic  seam  welder 
capable  of  welding  an  8  foot  long  water-tight  seam  in  either  TIG 
(for  aluminum  or  stainless  steel)  or  MIG  (for  galvanized  steel) . 


24 


SECTION  2 


2.0  STANDARD  PRACTICES  AND  POLICIES 


2 . 1  Care  of  Equipment  and  Work  Area 

The  journeymen  take  care  of  their  own  tools  and  work  area,  picking  up 
scrap  as  they  go  and  cleaning  up  at  the  end  of  every  shift.  The 
foremen  are  responsible  for  preventive  maintenance  either  doing  it 
themselves  or  getting  Maintenance  trades  to  doing  it  for  them. 

2 . 2  Quality  Control  and  Inspection 

The  inspection  is  usually  performed  by  the  journeyman  who  does  the  work, 
or  the  foreman.  On  Navy  New  Construction  (but  not  conversion  or  repair 
work)  an  inspection  step  is  done  by  the  foreman  with  a  copy  sent  to 
Quality  Assurance  who  verify  the  inspection  with  spot  checking. 
Essentially  this  is  "in  process"  inspection  as  another,  final, 
inspection  occurs  when  the  sheetmetal  assemblies  are  installed  aboard 
ship.  See  Form  800-34  in  the  "Sample  Forms"  Section  at  the  end  of  the 
manual . 

2.3  Material  Service 


The  sheetmetal  shop  has  its  own  fork  trucks  to  move  heavy  material 
around. 

Outside  stock  racks  contain  the  various  gauges  of  galvanized  sheetmetal 
and  the  fitters  get  their  own  material,  sometimes  with  help.  up  to 
several  sheets  are  transported  with  4  wheeled  carts.  The  usual  method 
of  transportation  is  with  a  3.5' x5 '  by  33  inches  high  cart  with  two  (2) 
fixed  and  two  (2)  swivel  wheels.  Purchased  material  -  fans,  heat 
exchanges,  etc.  -  is  staged  in  the  shop  for  incorporation  into  the 
sheetmetal  assembly.  Miscellaneous  hardware  is  kept  in  the  stockroom 
and  issued  as  required. 

2 . 4  Supply  and  Maintenance  of  Tools 

Tools  are  supplied  from  two  (2)  sources:  the  first  is  from  the 
journeyman's  tool  "list"  that  each  employee  is  obliged  to  purchase  and 
maintain.  Other,  more  expensive  tools  are  furnished  by  the  sheetmetal 
shop  tool  room  on  a  check-out  basis.  These  tools  are  described  on  the 
following  pages . 


25 


TOOL  LIST 


EMPLOYEE  NAME 
BADGE 


THE  FOLLOWING  IS  A  LIST  OF  HAND  TOOLS 
REQUIRED  FOR  EACH  SHEETMETAL  FITTER 


THESE  TOOLS  ARE  TO  BE  KEPT  IN  GOOD  WORKING  CONDITION  AT  ALL  TIMES. 
PERIODICALLY  TOOL  INSPECTION  WILL  BE  MADE  TO  INSURE  ALL  REQUIRED 
TOOLS  ARE  KEPT  AND  MAINTAINED  IN  GOOD  WORKING  CONDITION. 


1  ea.  3/8  Drive  Socket  Wrench  Set,  with  Ratchet  and  12"  and  6"  Extension 
(with  U  Joint) 

1  ea.  Open  End  Wrench  Set  3/8"  thru  7/8" 

2  ea.  1/2"  Drift  Pins 

2  ea.  3/8"  Drift  Pins 

1  ea.  Tap  Handle 

1  ea.  Hacksaw  Frame 

2  ea.  10"  Vise  Grips 

2  ea.  Vise  Grip  "C"  Clamps 

1  ea.  8"  Adjustable  Dividers 

1  ea.  Scratch  Awl 

1  ea.  9"  Center  Punch 

1  ea.  1/2"  Cold  Chisel 

1  ea.  3/4"  Cold  Chisel 

1  ea.  8"  Crescent  Wrench 

1  ea.  Pliers 

1  ea.  16  oz.  Ball  Peen  Hammer 

1  ea.  10  foot  Steel  Tape  Rule  (yo-yo  type) 

1  ea.  12"  Comb.  Square  w/Square  Head 

1  ea.  Left  Hand  Aviation  Snips  and  Right  Hand  Aviation  Snips 

1  ea.  Pair  Leather  Gloves 

1  ea.  Stubby  Screw  Driver  (standard  bit) 

1  ea.  4  inch  Screw  Driver  (standard  bit) 

1  ea.  6  inch  Screw  Driver  (standard  bit) 

1  ea.  Stubby  Screw  Driver  (Phillips) 

1  ea.  6  inch  Screw  Driver  (phillips) 

1  ea.  Allen  Wrench  Set 

1  ea.  Chalk  Line  (50  foot) 

1  ea.  Flashlight  (2  cell) 

1  ea.  Tool  Box  with  Lock 

1  pr.  Pencil  Dividers 
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TOOL  CONTROL  RECORD 

REQUIRED  MINIMUM  TOOL  LIST  FOR 
WELDERS  AND  PIPE  WELDERS 


Employes'*  Name 


Badge 


GassiHcafion 


Oats 


Foim  410-10 


Signatuie  of  Employee 
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Signatuie 


M,.<mun  TOOL  LIST 


H)  OPEN  END  WRENCH  SET  DRIFT  P|NsY(2EA.)^"(2EA.). 

©  TAP  HANDLE.1>  16  OZ.BAUPEEN  HAMMER.©  8" CRESCENT  WRENCH. 
folOFT.  STEEL  TAPE  RULE  (YO  YO)  TYPE.®  CHALK  LINE(boFT)@  HACKSAW  FRAME. 
®  8"adjustable  dividers.®  scratch  awlWcenter  punch.®  cold  chisel*', 

m3/^.  ©PLIERS.^)  10"VICE  GRIPS (2EA.)©  VICE  GRIP‘c"ciAMP.(2EA.). 
ifo 12* COMBINATION  SQUARE  WITH  SQUARE  HEAD.®  ALLEN  WRENCH  SET. 
t®  LEFT  AND  RIGHT  HAND  AVIATION  SNIPS.  ©17*  HEAVY  DUTY  BULL  DOG  SNIPS. 
©FLASHLIGHT  (2CEU).%H,/SCREW  DRIVER  (STANDARD  Bit),  STUBBY 
SCREW  DRIVERS  (STANDARD  AND  PHILLIPS ),  6“  (STANDARD  *ND  PHILLIPS'). 
T§)  TOOL  BOX  (WITH  LOCK). 


GENERAL  PRECAUTIONS 

AND 

REMI  NDERS 

HELMETS  MUST  BE  WORN  OUTSIDE  OF  SHEET  METAL  SHOP. 
EYE  PROTECTION  MUST  BE  WORN  IN  ALL  PARTS  OF  THE  YARD. 
NEVER  LOOK  DIRECTLY  AT  AN  ARC. 

LONG  HAIR  AND  BEARDS  MUST  BE  PROTECTED. 

EAR  PROTECTION  MUST  BE  WORN  AS  NEEDED. 

DO  NOT  WEAR  LOOSE,  OR  TORN  CLOTHING. 

NECKTIES  AND  DANGLING  JEWELRY  ARE  HAZARDOUS. 

BE  AWARE  OF  TRIPPING  HAZARDS. 

PROTECTIVE  SHOES  SHOULD  BE  WORN. 

STANDING  WATER  CAN  BE  A  POTENTIAL  ELECTRICAL  HAZARD. 
MAKE  SURE  ALL  GUARDS  ARE  IN  PLACE  BEFORE  ATTEMPTING. 

TO  OPERATE  ANY  MACHINE. 

NEVER  ATTEMPT  TO  BYPASS  MACHINE  GUARDS. 

IN  BURNING  AND  WELDING  AREAS  CAUTION  SHOULD  BE  TAKEN 
TO  AVOID  CONTACT  WITH  HOT  METAL. 

Do  NOT  LEAVE  TOOLS  AND  MATERIAL  SCATTERED  ABOUT. 

BE  ALERT  FOR  LOOSE,  BROKEN,  OR  WORN  PARTS. 

REPORT  ANY  DAMAGED  EQUIPMENT. 

ALL  INJURIES  MUST  BE  REPORTED  IMMEDIATLY. 

WHEN  LIFTING,  USE  LEGS  NOT  BACK. 

BE  AWARE.  OF  SHARP  EDGES  WHILE  WORKING  WITH  METAL. 
GLOVES  ARE  NOT  RECOMMENDED  AND  SHOULD  NOT  BE  WORN 
WHEN  USING  POWER  TOOLS. 

TOXIC  FUME5  ARE  PRODUCED  WHEN  WELDING  GALVANIZED 
AND  PAINTED  METALS  .  INSURE  PROPER  VENTILATIONS 
PROVIDED,  OR  A  RESPIRATOR  SHALL  BE  WORN. 


PORTABLE  TOOLS  -  Tool. 

THE  FOLLOWING  ILLUSTRATED  T00LS  ARE  POIND  IN 
THE  SHOP,  AND  ONBOARD  SHIP  IN  THE  GANG  BOX.  DEADMAN 
SWITCHES,  WHERE  EMPLOYED,  ARE  FOR  YOUR  PROTECTION 
AND  MUST  NOT  BE  DEFEATED.  IF  EQUIPMENT  IS  IN  NEED 
OF  REPAIR,  IT  SHOULD  BE  DONE  BY  QUALIFIED  PERSONNEL. 
REPORT  ANY  DISCREPANCY  TO  YOUR  FOREMAN. 


POOM 


2.  5  Work  Assignments 


The  Sheetmetal  Planning  Office  issues  a  schedule  updated  once  a  week  to 
act  as  a  general  guide.  All  work  generally  flows  through  the  "machine 
foreman"  who  takes  the  shop  instructions  in  the  form  of  sketches,  NC 
tapes,  and  patterns  and  starts  the  initial  process.  After  flat  piece 
production  the  work  proceeds  to  other  foremen  and  fitters  for  final 
assembly. 

Basically  the  shop  foreman  assigns  all  work  and  keeps  the  work  moving. 

2 .  6  Time  and  Production  Reporting 

Each  fitter  and  welder  has  a  new  time  card  each  day  that  he  hands  to 
the  foreman  after  he  clocks  in.  The  foreman  fills  out  the  card  during 
each  day  with  the  proper  charge  number (s)  and  the  time  in  hours  and 
returns  it  to  the  operator  at  the  end  of  each  shift.  The  operator 
clocks  out  with  the  card.  The  charge  number  is  tracable  to  the  hull 
number,  a  code  number  signifying  "ventilation",  and  the  appropriate 
engineering  drawing  number. 

2 .  7  Set-Up  and  Tear-Down 


The  set-up  time  is  part  of  each  work  package  and  no  separate  time  is 
allowed.  Set-up  in  a  shipyard  sheetmetal  shop  may  be  a  major  activity 
as  the  production  "runs"  are  very  low. 

2.  8  Safety  Responsibilities 


The  Company's  safety  rules  are  very  explicit  and  the  fitter  is  expected 
to  follow  them.  Enforcement  is  in  the  hands  of  the  foreman  and 
management.  Please  see  the  following  pages  for  company  and  department 
safety  policies  and  rules. 

2 .  9  Supervisory  Responsibilities 

The  foreman  has  a  number  of  responsibilities  including: 

1,  Know  and  maintain  the  Company's  safety  rules  and  procedures. 

2,  Get  the  work  out  on  time. 

3,  Make  work  assignments. 

4,  Maintain  quality  standards  and  good  workmanship. 

5,  Expedite  material,  parts,  and  necessary  maintenance. 

6,  Deal  with  personnel  problems. 

7,  Represent  NASSCO  management  to  the  workers  and  the  community. 
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SAFETY  POLICY  &  PROCEDURE  MANUAL 
Section  1.2 


Page  1  of  1 
11/1/79 


THE  NASSCO  SAFETY  POLICY 


The  NASSCO  Safety  Policy  is  of  utmost 
importance  to  every  NASSCO  employee, 
regardless  of  job.  This  Policy,  which 
represents  Management's  renewed  commit¬ 
ment  to  a  safe  working  environment 
requires  from  all  of  us  our  complete 
cooperation  in  fulfilling  this  goal. 


NASSCO  Management,  Which  includes  all 
levels  of  supervision,  ranks  SAFETY 
equal  in  importance  with  PRODUCTIVITY 
and  PRODUCT  QUALITY. 


NASSO  Management  believes  that: 

All  injuries  can  be  prevented.  Pre¬ 
vention  of  all  injuries  is  a  realistic 
goal.  A  supervisor  with  responsibility 
for  the  well-being  of  employees  cannot 
be  effective  without  fully  accepting 
this  principle. 

It  is  possible  to  protect  against  all 
operating  hazards.  No  matter  what  the 
exposure,  an  effective  safeguard  can 
be  provided. 


NASSCO  Management  further  believes  that: 

It  is  the  responsibility  of  Management 
to  provide  a  safe  work  environment  in 
which  the  enployees  can  perform  their 
job  assignments.  All  supervisors 
must  be  aware  of  safety  requirements 
and  must  assure  that  no  employee  is 
given  a  job  assignment  without  first 
determining  that  the  employee  can 
perform  his  or  her  duty  under  safe 
conditions . 


It  is  the  responsibility  of  Mange- 
ment  to  look  for  better  and  safer 
ways  to  perform  a  job. 

It  is  the  responsibility  of  Manage¬ 
ment  to  provide  ongoing  education 
and  training  for  all  employees  so 
they  can  learn  safe  working  habits. 

It  is  the  responsibility  of  Emp¬ 
loyees  once  they  are  adequately 
trained  and  instructed,  to  work 
safely  and  to  lookout  for  them¬ 
selves  and  their  fellow  workers. 

It  is  the  responsibility  of  Emp¬ 
loyees  to  comply  with  safety 
standards,  rules  and  regulations. 

It  is  the  responsibility  of  Emp¬ 
loyees  to  call  supervisors'  atten¬ 
tion  to  any  unsafe  condition  or  act. 

It  is  the  responsibility  of  Emp¬ 
loyees  to  refrain  from  tampering 
with  or  abusing  of  safety  devices. 


Accidents  are  costly  not  only  in 
terms  of  human  pain  and  suffering, 
but  also  in  terms  of  productivity 
and  efficiency  in  NASSCO 'S  operations. 
These  have  a  direct  impact  on 
NASSCO 's  competitive  posture  within 
the  shipbuilding  and  repair 
industry.  Only  if  Manager  and 
Employees  together  give  safety  the 
attention  it  must  get  to  avoid, 
injuries,  the  future  well-being  of 
NASSCO  and  its  employees  be  assured. 
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NAME 


BADGE 


Revised  10/02/80 


ADDRESS _ CITY, 

Z I P _ PHONE _ 


TODAYS  DATE 


DATE  HIRED  (ANNIV.  DATE) 


SAFETY  MEMO  FOR  SHEETMETAL  WORKERS 


BELOW  IS  A  LIST  OF  ITEMS  WE  WOULD  LIKE  FOR  YOU  TO  READ.  AS  YOU  READ  THEM,  FEEL  FREE 
TO  ASK  ANY  QUESTIONS  YOU  MIGHT  HAVE.  IF  WE  CAN'T  ANSWER  THEM,  WE  WILL  DO  OUR  BEST 
TO  GET  AN  AN  ANSWER  FOR  YOU. 

1.  1.  THE  NUMBER  ONE  ITEM  IN  THIS  SHIPYARD  IS  SAFETY.  THE  REASONS  ARE: 

A.  SUPERVISORS  IN  TEE  SHEETMETAL  DEPARTMENT  ARE  ALWAYS  CONCERNED  FOR  YOUR  SAFETY. 

IF  YOU  ARE  INJURED  AND  OFF  WORE  YOU  SUFFER  PAIN,  YOUR  FAMILY  IS  DEPRIVED 
BECAUSE  OF  LOST  PAY  AND  IT  IS  DIFFICULT  FOR  THE  DEPARTMENT  TO  MAINTAIN  ITS 
PRODUCTION  SCHEDULE  WREN  YOU  ARE  INJURED. 

B.  NASSCO  HAS  SAFETY  RULES  "SAFETY  FIRST-LAST-ALWAYS" ,  WHICH  WE  MUST  ABIDE  BY. 

C.  OSHA  (CAL  &  FED)  ALSO  HAVE  RESTRICTIONS  WE  MUST  ADHERE  TO. 

D.  MANY  ACCIDENTS  ARE  CAUSED  BECAUSE  OF  THE  WORK  HABITS  OF  THE  EMPLOYEE. 

WE  AT  NASSCO  HOPE  THAT  YOU  COME  TO  WORE  EACH  DAY  WITH  A  POSITIVE  ATTITUDE. 

WE  HAVE  ATTACHED  A  SHEET  ON  ATTITUDES  AND  WE  ASK  THAT  YOU  READ  IT  AND  LOOK 
AT  THE  NEGATIVE  AND  POSITIVE  ATTITUDE  WHILE  YOU  ARE  READING. 

2.  SAFETY  REQUIREMENTS 

A.  ALL  WORE  MUST  BE  DONE  IN  A  SAFE  WAY.  EVERY  PRECAUTION  MUST  BE  TAKEN  TO 
ACCOMPLISH  EVERY  JOB  SAFELY. 

B.  COMPANY  SAFETY  RULES  REQUIRE  APPROVED  SAFETY  GLASSES  BE  WORN  AT  ALL  TIMES 
'IN  THE  YARD.  CHECK  WITH  YOUR  SUPERVISOR  TO  SEE  IF  YOUR  PRESCRIPTION  GLASSES 
ARE  APPROVED  INDUSTRIAL  SAFETY  GLASSES.  NON-PRESCRIPTION  GLASSES  ARE 
AVAILABLE  AT  TEE  CENTRAL  TOOL  ROOM.  PRESCRIPTION  GLASSES  MAY  BE  OBTAINED 
THROUGH  THE  COMPANY.  HOWEVER,  ATLEAST  PART  OF  THE  EXPENSE  WILL  BE  THE 
EMPLOYEES  RESPONSIBILITY.  IF  YOU  ARE  A  WELDER  YOUR  SAFETY  GLASSES  MUST  BE 
WORN  UNDER  YOUR  HOOD.  THE  GLASSES  IN  YOUR  HOOD  ARE  NOT  CONSIDERED  ENOUGH 
EYE  PROTECTION  SO  YOU  MUST  WEAR  YOUR  SAFETY  GLASSES  UNDER  YOUR  WELDING  HOOD. 

C.  COMPANY  SAFETY  RULES  REQUIRE  THAT  HARD  HAT  BE  WORN  AT  ALL  TIMES  EXCEPT  IN 
THE  SHEETMETAL  SHOP. 

IF  YOU  ARE  A  WELDER,  YOU  MUST  WEAR  YOUR  BARD  HAT  WITH  YOUR  WELDING  HOOD 
ATTACHED  TO  THE  HARD  BAT.  OTHER  TYPES  OF  WELD  HOODS  ARE  NOT  LEGAL  EXCEPT 
WHEN  APPROVED  BY  YOUR  DEPARTMENT  READ  OR  A  SAFETY  SPECIALIST. 

D.  YOU  MAY  BE  REQUIRED  TO  WORE  IN  CLOSE  PLACES.  IF  YOU  DO  AND  YOU  ARE  WELDING, 

BURNING  OR  WORKING  WITH  OR  CLOSE  TO  ANYONE  WHO  IS  WELDING  OR  BURNING  ON 
GALVANIZE  MATERIAL,  ON  A  PAINTED  SURFACE  OR  A  SURFACE  COATED  WITH  A  PRESERVATIVE, 
YOU  MUST  HAVE  AN  EXHAUST  VENTILATION  TUBE  WITHIN  SIX  (6")  INCHES  OF  THE  WORK. 
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YOU  SHOULD  ALSO  WEAR  A  RESPIRATOR.  RESPIRATORS  CAN  BE  OBTAINED  FROM  THE 
TOOL  ROOM  THROUGH  YOUR  SUPERVISOR.  VENTILATION  CAN  BE  OBTAINED  FROM  THE 
TEMPORARY  SERVICES  DEPARTMENT  THROUGH  YOUR  SUPERVISOR.  SUPERVISORS  MUST 
ENFORCE  THE  REQUIREMENT  FOR  PROPER  VENTILATION  AND  WEARING  RESPIRATORS. 

THE  TEMPORARY  SERVICES  DEPARTMENT  HAS  THE  RESPONSIBILITY  OF  STARTING  AND 
TURNING  OFF  CERTAIN  TYPE  OF  BLOWERS  THROUGHOUT  THE  YARD.  IT  IS  VERY 
IMPORTANT  THAT  THESE  BLOWERS  BE  LEFT  OPERATING  ONCE  THEY  HAVE  BEEN  TURNED  ON 
IN  ORDER  TO  AVOID  THE  POSSIBILITY  OF  A  BUILD-UP  OF  HAZARDOUS  FUMES.  WE  HAVE 
RECEIVED  REPORTS  OF  SOME  EMPLOYEES  TURNING  OFF  THESE  LARGE  BLOWERS  DURING 
LUNCH  BREAK.  THIS  IS  A  SERIOUS  PROBLEM  THAT  CANNOT  BE  IGNORED. 

NO  ONE  OTHER  THAN  AUTHORIZED  EMPLOYEES  IS  TO  TURN  OFF  THESE  BLOWERS  ONCE 
THEY  HAVE  BEEN  TURNED  ON  BY  TEMPORARY  SERVICES.  IN  THE  EVENT  THESE  BLOWERS 
NEED  TO  BE  TURNED  OFF,  EMERGENCY  OR  OTHERWISE,  CALL  TEMPORARY  SERVICES  AT 
EXTENSION  2-258. 

BEGINNING  05/07/79,  VIOLATIONS  OF  THIS  PROCEDURE  WILL  BE  CONSIDERED  A 
TERMINATION  OFFENSE  UNDER  GENERAL  RULE  A  OF  THE  COMPANY'S  ESTABLISHED  WORK 
RULES.  THIS  PROCEDURE  WILL  NOT  APPLY  TO  STARTING  AND  TURNING  OFF  THE  SMALL 
LOCAL  EXHAUST  BLOWERS  USED  BY  WELDERS. 

E.  IT  IS  PRESENTLY  MANDATORY  THAT  YOU  WEAR  HEARING  PROTECTION  IN  THE  SHEETMETAL 
SHOP.  IN  OTHER  AREAS  IT  IS  RECOMMENDED  THAT  YOU  WEAR  HEARING  PROTECTION  WHEN 
WORKING  WHERE  THERE  IS  LOUD  NOISES.  HOWEVER,  IF  YOUR  SUPERVISOR  DETERMINES 
THAT  THE  NOISE  LEVEL  IS  SUCH  THAT  DAMAGE  TO  YOUR  HEARING  IS  POSSIBLE  HE/SHE 
CAN  MAKE  IT  MANDATORY  FOR  YOU  TO  WEAR  HEARING  PROTECTION. 

F.  YOU  WILL  HAVE  OCCASIONS  TO  WORK  ON  SCAFFOLDING  OR  STAGING.  SEVERAL  THINGS  TO 
KEEP  IN  MIND  ARE: 

1.  NEVER  HAVE  LESS  THAN  TWO  (2)  12"  PLANKS  TO  WALE  ON. 

2.  IF  YOU  ARE  WORKING  OVER  5'  HIGH,  YOU  MUST  HAVE  GUARD  RAILS  TO  KEEP  FROM 
FALLING.  THIS  REQUIRES  ATOP  RAIL  AND  AMID  RAIL.  IF  RAILING  ARE  NOT 
UP,  YOU  MUST  WEAR  A  SAFETY  BELT  TIED  OFF  TO  A  SOLID  STRUCTURE  OTHER  THAN 
THE  SCAFFOLD.  IF  FOR  SOME  REASON  YOU  MUST  MOVE  GUARDRAILS  OR  PLANKS,  BE 
SURE  TO  TELL  YOUR  SUPERVISOR  SO  THAT  THEY  CAN  BE  REPLACED  SO  THAT  THE  NEXT 
MAN  UP  THERE  HAS  PROPER  PROTECTION. 

3.  BEFORE  CONSTRUCTING  STAGING,  CHECK  PLANKS  AND  HORSES.  NEVER  USE  FAULTY 
PLANKS,  PLYWOOD  OR  HORSES.  FOR  MORE  DETAIL  ON  STAGING  SEE  ATTACHED  SHEET. 

4.  NEVER  MARE  CHANGES  TO  EXISTING  SCAFFOLDING  OTHER  THAN  HORSES  AND  PLANKS. 

IF  CHANGES  ARE  TO  BE  MADE,  CONTACT  YOUR  IMMEDIATE  SUPERVISOR  AND  HE  WILL 
GET  SOMEONE  TO  MARE  THE  NECESSARY  CHANGES  FOR  YOU. 

G.  YOU  WILL  HAVE  MANY  OCCASSIONS  TO  WORK  ON  PORTABLE  LADDERS.  THEY  ARE  ONLY  AS 
SAFE  AS  YOU  MARE  THEM,  WHEN  A  LADDER  IS  DAMAGED  IN  ANYWAY  TARE  IT  TO  YOUR 
SUPERVISOR  SO  HE/SHE  CAN  EITHER  HAVE  IT  FIXED  OR  DESTROYED.  MARE  SURE  THE 
LADDER  IS  OPENED  UP  PROPERLY  AND  IS  SETTING  ON  A  FLAT  SURFACE  BEFORE  USING. 

IF  LADDER  IS  LEANED  AGAINST  ANOTHER  SURFACE  MAKE  SURE  IT  IS  PROPERLY  SECURED  AT 
TOP  AND  BOTTOM  BEFORE  USING.  NEVER  WORK  FROM  THE  TOP  TWO  RUNGS  OF  ANY  LADDER. 
YOU  SHOULD  NEVER  TRY  TO  REACH  OUT  BEYOND  THE  LADDER  SO  THAT  YOUR  BODY  IS  IN 
AN  UNBALANCED  POSITION. 
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H.  ALWAYS  KEEP  YOUR  WORK  AREA  CLEAN.  HANG  ALL  HOSES,  LINES,  LEADS  AND 
ELECTRICAL  CORDS  UP  OFF  AND  OUT  OF  THE  WALKWAYS.  NEVER  WORK  IN  AN  AREA  WHERE 
YOU  MUST  CLIMB  OVER  SCRAP  AND  TRASH. 

I.  IT  IS  RECOMMENDED  THAT  YOU  WEAR  SAFETY  SHOES  OR  OTHER  FOOT  PROTECTION.  A 
SHOE  MOBILE  COMES  INTO  NASSCO  PERIODICALLY.  YOU  WILL  BE  NOTIFIED  THROUGH 
THE  BULLETIN  BOARD  AND  YOUR  SUPERVISOR  THE  NEXT  TIME  THE  SHOEMOBILE  WILL  BE 
HERE.  YOUR  SUPERVISOR  CAN  PROVIDE  YOU  WITH  THE  FORMS  NECESSARY  FOR  YOU  TO 
MAKE  A  VISIT  TO  THE  SHOE  MOBILE.  FILL  OUT  THE  FORM  AND  GIVE  IT  TO  YOUR 
SUPERVISOR  AND  HE  WILL  RETURN  IT  TO  YOU  SHOWING  THE  TIME  AND  DATE  YOU  MAY  VISIT 
THE  SHOE  MOBILE.  THERE  ARE  OTHER  TYPES  OF  FOOT  PROTECTION  AVAILABLE  IN  THE 
CENTRAL  TOOL  ROOM.  CHECK  WITH  YOUR  SUPERVISOR  AND  HE/SHE  WILL  MAKE 
ARRANGEMENTS  FOR  YOU  TO  CHECK  THEM  OUT.  TENNIS  SHOES,  SHOES  WITH  NO  HEELS  AND 
ALL  CLOTH  SHOES  ARE  PROHIBITED  TO  WEAR  DURING  WORK 

J.  NEVER  WEAR  RAGGED  OR  TORN  CLOTHING. 

K.  K.  BEFORE  CLIMBING  THE  VERTICAL  LADDERS  ABOARD  SHIP  MAKE  SURE  THEY  ARE  SECURED  SO 
IT  WON'T  SLIP  WHILE  YOU  ARE  CLIMBING. 

L.  NEVER  WALK  UNDER  A  LOAD  SUSPENDED  BY  A  CRANE  OR  FORK  LIFT. 

M.  WHEN  WORKING  AROUND  MACHINERY  MAKE  SURE  THAT  ALL  GUARDS  ARE  IN  PLACE  AND  KEEP 
YOUR  MIND  ON  THE  JOB  ATHAND  TO  PREVENT  SERIOUS  INJURIES.  NEVER  REMOVE  GUARDS 
FROM  MACHINERY  UNLESS  AUTHORIZED  BY  YOUR  SUPERVISOR.  IF  YOU  SEE  A  GUARD  THAT 
HAS  BEEN  REMOVED  FROM  THE  MACHINERY,  CONTACT  YOUR  SUPERVISOR. 

N.  YOU  SHOULD  NEVER  USE  ANY  MACHINERY  BEYOND  IT  CAPACITY.  THIS  CAN  CAUSE  DAMAGE 
TO  YOURSELF,  YOUR  FELLOW  WORKER  AND  THE  MACHINERY.  ALMOST  ALL  OF  THE  MACHINES 
ARE  MARKED  AS  TO  IT'S  CAPACITY.  THERE  ARE  CERTAIN  MACHINES  IN  THE  SHEETMETAL 
SHOP  THAT  REQUIRE  MACHINE  OPERATORS  ONLY  AND  YOUR  SUPERVISOR  WILL  POINT  THESE 
MACHINES  OUT  TO  YOU. 

P.  WHEN  USING  A  COME-A-LONG  YOU  SHOULD  FOLLOW  THE  FOLLOWING: 

1.  ALWAYS  KNOW  CAPACITY  AND  CAPABILITY  OF  A  COME-A-LONG.  NEVER  USE  THE  TOOL 

BEYOND  ITS  CAPACITY  AND/OR  CAPABILITY. 

2.  ALWAYS  MAKE  A  VISUAL  INSPECTION  OF  ALL  COME-A-LONGS  BEFORE  USING: 

A.  CHECK  CHAIN  FOR  BAD  LINKS  AND  END  STOP. 

B.  CHECK  HOUSING  FOR  CRACKS. 

C.  CHECK  FORWARD  AND  REVERSE  TRIGGER  TO  SEE  THAT  IT  WORKS  PROPERLY. 

D.  CHECK  CHAIN  RELEASE  TO  SEE  THAT  IT  WORKS  PROPERLY. 

E.  CHECK  HOOKS  FOR  SAFETY  DEVICE  (MOUSE)  AND  MAKE  SURE  HOOKS  ARE 
NOT  SPREAD  TOO  FAR  APART. 

3.  IF  COME-A-LONG  DOES  NOT  OPERATE  PROPERLY;  TURN  TN  FOR  REPAIR.  DO  NOT  USE. 

4.  NEVER  USE  CHEATERS  (PIPE  SLIPPED  ON  HANDLE)  ON  COME-A-LONG. 

5.  NEVER  USE  UNAUTHORIZED  BEAM  CLAMPS  OR  PAD  EYES,  CLAMPS  SHOULD  BE  STAMPED 
FOR  WEIGHT  CAPACITY. 
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6.  COME-A-LONG  HOOKS  MUST  ALWAYS  BE  MOUSED  WHEN  IN  USE. 

7.  COME-A-LONG  MUST  BE  HOOKED  IN  PAD  EYE  OR  BEAM  CLAMP  SO  THAT  WEIGHT  IS 
IN  THROAT  OF  HOOK.  NEVER  USE  POINT  OR  EDGE  OF  HOOK  TO  LIFT  OR  MOVE 
OBJECT. 

8.  ALWAYS  USE  BEAM  CLAMPS  OR  PAD  EYES  WITH  COME -A  LONG.  NEVER  USE  EDGE  OF 
BEAMS.  THIS  CAUSES  HOOK  TO  SPREAD,  THEREFORE,  WEAKENING  HOOK. 

9.  PAD  EYES  SHOULD  ALWAYS  BE  WELDED  SOLID  ON  THE  OUTSIDE  AND  TACK  WELDED 
ON  INSIDE. 

10.  BEAM  CLAMPS  SHOULD  ALWAYS  BE  SECURED  SO  THEY  WILL  NOT  SLIDE  ON  BEAM  WHILE 
COME-A-LONG  IS  IN  USE. 

11.  IF  A  BEAM  CLAMP  OR  PAD  EYE  BECOMES  UNSAFE  TO  USE  RETURN  TO  SUPERVISOR  FOR 
REPLACEMENT . 

12.  AN  EVALUATION  OF  THE  OBJECT  BEING  LIFTED  TO  DETERMINE  WHETHER  ONE  OR  TWO 
COME-A-LONGS  SHOULD  BE  USED,  MUST  BE  DONE  BEFORE  OPERATING  COME-A-LONGS . 

13.  ALWAYS  BALANCE  LOAD  ON  COME-A-LONG.  COME-A-LONGS  SHOULD  ALWAYS  BE  HOOKED 
SO  THAT  LOAD  WILL  NOT  SHIFT. 

14.  NEVER  ALLOW  EXCESSIVE  SLACK  IN  CHAIN.  OBJECT  COULD  SLIP  AND  FALL. 

15.  NEVER  STAND,  WALK  OR  WORK  UNDER  A  LOAD  WHILE  BEING  HELD  BY  A  COME-A-LONG. 

16.  NEVER  LEAVE  A  COME-A-LONG  IN  OPERATION  OVER  NIGHT  UNLESS  AUTHORIZED  BY 
SUPERVISOR. 

17.  IF  THE  LOAD  BEING  HANDLED  IS  SUCH  THAT  IT  WOULD  BE  UNSAFE  TO  USE 
SHEETMETAL  DEPARTMENT  COME-A-LONGS  (3/4  TON),  CONTACT  YOUR  SUPERVISOR  FOR 
ASSISTANCE  IN  HOW  TO  HANDLE  LOAD  OR  SEEK  HELP  FROM  RIGGING  DEPARTMENT. 

18.  COME-A-LONGS  SHOULD  NEVER  BE  LEFT  LAYING  AROUND.  WHEN  NOT  IN  USE,  RETURN 
TO  GANG  BOX. 

19..  NEVER  LOAN  COME-A-LONGS  TO  ANOTHER  DEPARTMENT  UNLESS  APPROVED  BY 
SUPERVISOR. 

Q.  ANY  TIME  YOU  ARE  REQUIRED  TO  ENTER  A  TANK,  YOU  SHOULD  ALWAYS  CHECK  WITH  YOUR 
SUPERVISOR  TO  MAKE  SURF,  THE  TANK  IS  GAS  FREE  AND  YOU  SHOULD  ALWAYS  HAVE  PROPER 
VENTILATION  BEFORE  ENTERING  THE  TANK.  MOST  GASES  ARE  HEAVIER  THAN  AIR  AND 
WILL  THEREFORE  SETTLE  IN  THE  BOTTOM  OF  TANKS.  SO  REMEMBER  TO  ALWAYS  CHECK  TO 
SEE  THAT  TANKS  ARE  GAS  FREE  BEFORE  ENTERING. 

3.  NEW  EMPLOYEES,  ASSIGNED  TO  THE  SHEETMETAL  SHOP  WILL  BE  CONDUCTED  ON  A  TOUR  OF  THE 

SHOP  WITH  A  SUPERVISOR  TO  EXPLAIN  THE  MACHINES,  THEIR  CAPABILITIES,  AND  THEIR 
USES.  DO  NOT  USE  THESE  MACHINES  UNTIL  YOU  HAVE  BEEN  INSTRUCTED  IN  THEIR  SAFE 
OPERATING  PROCEDURES. 

4.  IF  YOU  ARE  INJURED  ON  THE  JOB,  YOU  SHOULD  NOTIFY  YOUR  FOREMAN  IMMEDIATELY  AND 
THEN  HE  WILL  RELEASE  YOU  TO  CO  TO  MEDICAL, 
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5.  WE  REQUEST  THAT  YOU  DO  NOT  TAKE  FOOD,  NEWSPAPERS  AND  MAGAZINES  ABOARD  THE  SHIPS. 
THESE  ITEMS  CREATE  HOUSEKEEPING  PROBLEMS  AND  FIRE  HAZARDS..  HOWEVER,  IF  YOU  DO 
TAKE  FOOD  ABOARD,  THERE  IS  DESIGNATED  EATING  AREAS.  ONLY  IN  THOSE  AREAS  ARE  YOU 
ALLOWED  TO  EAT  FOOD.  PLEASE  THROW  ALL  TRASH  IN  THE  TRASH  CAN. 

6  .WHEN  YOU  ENTER  AN  AREA  TO  WORK,  CHECK  FOR  THE  FOLLOWING: 

1.  EXITS  -  BE  SURE  YOU  KNOW  THE  DIRECTION  YOU  MUST  GO  TO  EXIT.  IF  MORE 

THAN  ONE,  KNOW  EACH  ONE. 

2.  FIRE  EXTINGUISHER:  FIND  CLOSEST  EXTINGUISHERS  FOR  EACH  TYPE  OF  FIRE. 

NEVER  USE  WATER  ON  ELECTRIC  FIRE. 

7.  THE  COMPANY  HAS  INSTALLED  AN  ALARM  SYSTEM  ABOARD  SHIP  UNDER  CONSTRUCTION.  EACH 
ALARM  GIVEN  REPRESENTS  CERTAIN  THINGS.  EACH  EMPLOYEE  SHOULD  MAKE  THEMSELVES 
FAMILIAR  WITH  EACH  SIGNAL  SO  THAT  IF  HE/SHE  HEARS  THAT  ALARM  THEY  WILL  KNOW 
WHAT  TO  DO. 

FOLLOWING  IS  A  LIST  OF  SIGNALS  GIVEN  WHEN  NECESSARY: 

1.  FLOODING  -  HIGH-LOW  STEADY  TONE  FOR  TEN  (10)  SECONDS,  TO  BE 

REPEATED  AS  NECESSARY. 

2.  FIRE  THREE  TEN-SECOND  BLASTS  WITH  A  PAUSE  BETWEEN  EACH  BLAST,  TO 

BE  REPEATED  AS  NEEDED,  AUGMENTED  BY  ANNOUNCEMENT  OVER  THE 
LOUDSPEAKER  SYSTEM. 

3.  STOP  HOT  WORK  -  PULSING  TONE  FOR  TEN-SECONDS  TO  BE  REPEATED  AS  NEEDED, 

AUGMENTED  BY  ANNOUNCEMENT  OVER  THE  LOUDSPEAKER  SYSTEM. 

4.  EVACUATION  -  STEADY  TONE  FOR  TEN-SECONDS  TO  BE  REPEATED  AS  NEEDED,  AND 

ANNOUNCEMENT  OVER  THE  LOUDSPEAKER  SYSTEM.  WHEN  THE 
EVACUATION  SIGNAL  IS  GIVEN,  ALL  PERSONNEL  NOT  ENGAGED  IN  THE 
FIRE  FIGHTING  ACTIVITIES  WILL  IMMEDIATELY  BUT  IN  AN  ORDERLY 
MANNER,  EVACUATE  THE  SHIP  AND  MEET  WITH  THEIR  SUPERVISOR  IN  THE 
VICINITY  OF  THE  LOWER  END  OF  THE  BROW  OR  GANGWAY.  WHEN 
DESCENDING  FROM  RAMPS,  GANGWAYS,  AND/OR  STAIRS,  PLEASE  USE 
THE  RIGHT  HAND  SIDE  SO  THAT  OUR  FIRE  FIGHTERS  CAN  GAIN  ACCESS 
TO  THE  FIRE. 

OCCASSIONALLY  FIRE  DRILLS  MAY  BE  CONDUCTED.  THE  PURPOSE  OF  FIRE  DRILLS  ARE 
BASICALLY  TO  KEEP  YOU  INFORMED  AS  TO  THE  PROPER  MEANS  OF  ESCAPE.  ESCAPE  ROUTES 
ARE  POSTED  ON  THE  SHIPS  BULKHEADS,  ADHERE  TO  THEM  AND  KNOW  THEM.  THE  LIFE  YOU 
SAVE  MAY  BE  YOUR  OWN.  WE  CAN  TRAIN  YOU  AND  TEACH  YOU  THE  PROPER  MEANS  OF  EGRESS 
BUT  THE  WHOLE  KEY  IS  -  DO  YOU  WANT  TO  LEARN  AND  DO  YOU  CARE? 

NOTE:  THE  ABOVE  SAFETY  SUGGESTIONS  ARE  ONLY  A  FEW  OF  THE  MANY  THAT  COULD  BE 

MENTIONED.  MOST  OF  THE  SAFETY  HAZARDS  ARE  CAUSED  BY  INDIVIDUALS  AS  THEY 
WORK.  WE  ASK  THAT  ALL  OF  YOU  MAKE  SAFETY  YOUR  JOB.  IF  YOU  SEE  SOMETHING 
THAT  IS  OR  LOOKS  UNSAFE.  PLEASE  NOTIFY  YOUR  SUPERVISOR  IMMEDIATELY  SO  THAT 
CORRECTIVE  ACTION  CAN  BE  TAKEN.  SAFETY  IS_A  TEAM  EFFORT  SO  LETS  _BE  A 
GOOD  TEAM. 


"NEVER  TAKE  THAT  CHANCE:  IT'S  TOO  COSTLY" 
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SAFZJX  ATTITUDE 


Following  are  some  thoughts  on  the  subject  ofSefety  Attitude.  These 

comments  are  basic  and  fundamental.  Almost  anyone  commenting  on  these 
basic  attitude  principles  would  say,  "well,  any  fool  knows  that."  Herein 
lies  the  Problem.  Just  knowing  is  not  enough;  however,  knowing  and  then 
acting  upon  that  knowledge  with  a  positive  "Can  do"  attitude  is  what  marks 
a  winner.  For  example,  look  at  NASSCO's  Can  Do  attitude  towards  quality 
and  production.  Safety  attitude  forms  what  could  be  called  the  backbone 
Of  any  safety  program,  new  or  old.  In  comparing  a  negative  attitude  in 
a  safety  program  to  the  building  of  a  ship,  it  would  be  like  not  including 
a  rudder  prior  to  delivery  If  these  basic  point s  are  not  driven  home  and 
adhered  to,  the  safety  program  just-sort  of  drifts  around  off  course. 
Addressed  to  all  supervisors,  these-basic  points  are  as  follows 

1.  .•  The  negative  -attitude. 

The  negative  or  wrong  attitude  is  one  that  conveys  the  message:-  "This 

safety-business  is  not  my  idea  but  something  that  the  company,  my  boss, 

or  the  Safety  Department  dreamed  up;  you  know  that  I  don't  agree  with  it, 

after  all,  I  am  on  your  side.  R  -s  mostly  just  a  waste  of  time,  but 

because  I  have  to  go  through  the  motions,  here  it  is." 

There  are  probably  a  hundred  ways  that  the  above  negative  message  can  be 

conveyed;  Ifondwing-are  a  few: 

a)  .  Expressed  outright- * 

b)  Implicu-CLu  a  verbal- message- {scmetimes-very- subtle).  .* 

c)  .  By  actions ,  and  they  do  indeed  speak  louder  than  words . . 

Ifo_ma^er..how_the. .negative  attitude  described-. above  is_conyeyed,  lit-is 

100%  guaranteed  to  produce  zero  benefits  for 

a)  The  employee- 

b)  Yourself 

c)  Your  boss 

d)  Your  Company. 
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2.  The  positive  attitude. 


The  positive  attitude  is  a  sincere  personal  and  consistent 
commiment  to  prevent  or  lost  time  injuries.  Company  you 

work  for  has  every  right,  and  does  expect  you  to  convey  the  above 
positive  approach  to  Safety. 

To  convey  the  sincere,  positive  message  described  above  does  not  require 
a  college  degree  in  psychology  of  human  behavior.  gt  seems  that  there 
is  hardly  anything  that  people  pick  up,  faster  from  other  people  can 
insincerity .  So  the  answer  to  how  to  convey  the  positive  message  is 
very  simple.  It  just  takes  an  honest,  sincere-effort  on  your  part. 

Are  there  any-benefits  to  be  derived  from  honest,  sincere,  positive 
approach?  You  bet  there  are: 

a)  The  employees  .  They  can  avoid  suffering  and  injury.  They  do  not 

lose  time.  Helping  them  to  avoid  crippling-injury  is  also  helping 
their  families.  There  are  many  more  benefits  for  the  employees  who 
avoid  injury. 

b)  Yourself  -  Satisfaction  in  properly  performing  your  job  and  helping 
to  prevent  injury  to  the  employees  you  supervise.  you  become  a  more 
valuable  asset  to  your  boss  and  your  Company. 

c)  Your  boss  -  You  are  telling  your  boss  that  you  are  supervising  your 
employees  in  the  performance-of  their  work  in  a  safe  manner,  and 
that  he  does-not  have  to  worry  about  your  holding  up  your  end. 

d)  Your  Company ■  -  You  are  performing  your  in  the  manner  expected, 
of  you.  You  are  helping  your  Company  avoid  liability  for  injuries. 

You  are  helping  to  keep  good,  experienced  People  on  their  jobs  and 
prevent  expensive  retiring  and  training.  All  in  all,  you  are  helping 
your  Company  to  stay  more  competitive  in  obtaining  new  business 

and  therefore  maintaining  the  present  workforce,  or  perhaps  increasing 
employment . 


-3- 


Hous  ekeeping  Attitn'i0 

Look  around  your  area  and  take  a  common-sense  approach  to  housekeeping. 

Are  you  asking  your  people, on  a  daily  basis,  to  continually  walk  over  un¬ 
necessary  tripping  hazards?.  If  so,  clean  themn  up.  Don't  let  accmulations 
of  scrap  and  debris  pile  up.  Order  scrap  boxes  and  clean  out  accumlations . 
Poor  housekeeping  not  only  looks  bad,  it  has  a  tendency  to  breed  other 
types  of  sloppy-work  practices.  Walkways  throughout  the  yard  should  be 
kept  clear  of  protruding  material  and  debris,  and  should  be  clearly  marked  off. 

Caution 

There  is  a  caution  that  everyone  should  be  applying  when  carrying  out  a 
good,  aggressive  safety  program:  Avoid  any  possibility  of  being  accused  that 
safety  is  used  as  a  club  or  a  way  to  get  at  someone,  or  to  harass  someone. 
Again  it  is  a  very  Simple  matter  to  avoid  this  by  just  adhering  to  an  honest; 
sincere,  positive  approach. 

Accountability 

is '  you?- personal,  attitude  towards-'safetyV"  ycur-  personal-commitment  to  the 
Company  -safety. ^policy .  that  .you  will  'be  .-held,  accountable- for,  not- necessarily 
the  statistics  or  nunibers In  other  words ,  •  it  is  ^our_sincere^_^ositive 
effort  that  is  expected  and  renin* rvaH . 
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SECTION  3 


3.0  FACILITIES  AND  EQUIPMENT 
3 . 1  Shop  Layout  and  Production  Equipment 


The  next  enclosed  page  shows  a  pictograph  of  the  shop  and  a  list  of  the 
major  eguipments. 

3 . 2  Material  Handling  Equipment 


A  dedicated  fork  lift  truck  using  pallets  is  the  common  way  to  handle 
the  completed  ventilation  components.  The  components  go  first  to 
painting  which  is  an  outside  area  downwind  from  the  shop  and  then  to  a 
staging  area. 
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SHOP  MACHINES 

all  MACHINES  PERFORM  SETTER  AND  SAFER  WHEN 
OPERATED  PROPERLY.  IF  YOU  DON’T  KNOW  HOW  -  SEE  YOUR 
FOREMAN  FOR  INSTRUCTIONS  BEFORE  STARTING. 

SHEARS 

LODGE  AND  SHIPLEY  [745) 

SHEARS  METAL  SHEETS  AND 
PLATES.  MAXIMUM  CAPACITY:l/4  INCH 
MEDIUM  STEEL.  SHEAR  IS 
NORMALLY  SET  TO  SHEAR1/16  INCH 
T01/8  INCH  THICKNESS,  HAVE  MACHINE 
OPERATOR  MAKE  ADJUSTMENTS, 
For  thinner  or  thicker 

METALS .  MOTOR  DRIVEN  BACKSTOP 
IS  FOR  MULTIPLE  CUTS  UNDER 
36  INCHES.  KEEP  FINGERS  OUTSIDE 
OF  GUARDS.  ALWAYS  HAVE  METAL 
UNDER  HYDRAULIC  HOLD  DOWN 
WHEN  SHEARING.  KEEP  HANDS 
CLEAR  OF  THIS  CLAMPING  ACTION.  USE  MIRRORS  TO  SEE  THAT  NO 
ONE  WILL  BE  HIT  BY  WORKING  OF  SHEAR  OR  FALLING  OF  METAL. 
USE  OVERHEAD  CRANE  OR  GET  HELP  WHEN  PLATES  ARE  HEAVY. 
THE  GREEN  LIGHT  ON  THIS  MACHINE  CAST’  A  SHADOW  FOR  SHEARING 
TO  YOUR  CUT.  LINES. 

WYSONG  (772) 

SHEARS  SHEET  METAL  AND  IS 
SIMILAR  IN  OPERATION  TO  THE 
LODGE  AND  SHIPLEY.  HAS 
MANUALLY  OPERATED  BACKSTOP. 

MAXIMUM  CAPACITY:  1/16  INCH  MEDIUM 
STEEL. 


stop  Start 

®  ©V* 

MWM  Emtffc  ciurtN 


<G> 


BACK  BASE 


DO  NOT  ATTEMPT  TO  SHEAR  IN 
JOG  POSITION.  TURN  CLUTCH 
TO  OFF  WHEN  NOT  SHEARING. 


PULLMAX  t  3 

MAKES  OTHER  THAN  STRAIGHT  CUTS  OF 
METAL.  CUTS  CIRCLES  UP  TO  24  INCH 
RADIUS  /  LARGER  RADIUS  REQUIRES 
EXTERNAL  ADAPTER. 

BEST  CUTS  ARE  MADE  WITH  METAL 
IN  HORIZONTAL  POSITION. 

bIade  TOOL 
HOLDER 


TURN  TAPERED  SCREW 
CLOCKWISE  ID  ADJUST 
OUT. 

TO  ADJUST  IN  TURN 
COUNTER  CLOCKWISE 
AND  PUSH  HOLDER 
WITH  VOUR  HAND. 


LOCKING  SCREW 
'ON  OPPOSITE  SIDE 
□  MUST  BE  TIGHT 
V  BEFORE  USING 
MACHINE. 


LENGTH  OF  STROKE  ADJUSTMENTS 
UP  FOR  SHORT  STROKE  (THIN  METAL) 

MID-POINT  FOR  LONGER  STROKE  (THICKER  METAL) 
DOWN  FOR  LONGEST  STROKE  3/16  INCH  MEDIUM  STEEL) 


SEE  THAT  METAL  IS  HELD  SECURELY,  DO  NOT  ALLOW  METAL  TO 
RATTLE  IN  THE  BLADES,  THIS  CAN  Do  DAMAGE  TO  YOUR 
HANDS,  THE  MACHINE  AND  THE  METAL  YOU  ARE  CUTTING. 


BUFFALO  IRON  WORKER  (704) 

SHEARS  ANGLE,  FLAT,  ROUND  AND  SQUARE 
BAR. 

THIS  MACHINE  AL50  NOTCHES  AND  COPES 
MAXIMUM  CAPACITY  :  (IN  INCHES) 

ANGLE  BAR . 4  X4  1/2 

FLAT  BAR . 5/8  X  TO  1/4  X  93/8 

ROUND  BAR . 15/8DIAMETER 

SQUARE . 11/2X11/2 

ANGLE  BAR  CAN  BE  SHEARED  AT  ANGLES  OTHER  THAN  90° 
MAXIMUM  CAPACITY:  3X3  X  5/18  AT  45DEG  Ml 
HOLD  DOWN  CLAMPS  MUST  BE  USED  TO  SECURE  METAL  BEFORE 
ATTEMPTING  TO  SHEAR. 


POWER  PRESS  BREAKS 
(BENDING) 


Sturdy  BENDER  [730] 
(MACHINE  OPERATOR  ONLY) 
f  C.iuCiuw*vri 


ENDS  FLATTENS  AND  SHAPES  METAL 


MAXIMUM  CAPACITY:  1/8  INCH  AT  14  FEET. 


Dl  ACRO  PRESS  BRAKE  [705] 
(MACHINE  OPERATOR  ONLY) 

UP  TO  16  GAGE  FITTINGS  FORMED  HERE 
MAXIMUM  CAPACITY:  1/16  INCH  AT  8  FEET. 


E  DIAMOND  30  PRESS  BRAKE  [760]  IS  USED  TO  FORM  VARIOUS 


NGER  STRAPS. 


w  LEAF  AND  BOX  BRAKES 

MANUALLY  OPERATED  TO  BEND 
FORM  SHEET  METAL  . 

MAXIMUM  CAPACITY:  16  GAGE. 

ADJUST  SIDE  LEVERS  FOR 
MEN  CLAMPING. 

LOW  ONE  METAL  THICKNESS  BETWEEN  UPPER  CLAMPING 
ART  AND  EDGE  OF  HINGED  LEAF.  AT  LEAST 


TE:  A  BASIC  FACT  IS  THAT  METAL  HAS  THICKNESS  AND 
THIS  THICKNESS  MUST  BE  CONSIDERED  AND  ALLOWED 
FOR  ON  ALL  BENDING  AND  FORMING  OPERATIONS. 


DRILL  PRESSES 


DRILLS  HOLES  USING  DRILL  BITS  OR  HOLE-SAWS. 
MATERIAL  BEING  DRILLED  MUST  BE  CLAMPED 
OR  OTHER  WISE  SECURED. 

DO  NOT  LEAVE  KEY  IN  CHUCK. 

SPEED  (RPM)  CAN  BE  DIALED  ON  TWO  VARIABLE 
SPEED  PRESSES  -  OTHERS  REQUIRE  CHANGING 
BELT  LOCATIONS  ON  THEIR  PULLEYS.  DISCONNECT 


POWER  BEFORE  ATTEMPTING  TO  CHANGE  THE  BELT. 


LOCKFORMERS  [748,743,742) 

PITTSBURG  LOCK  IS  FORMED 

Tjfftfrar  Ml  THESE  MACHINES. - 

I  A,-  [748]  16  GAGE  MAXIMUM  CAPACITY. 

J— [743]  18  GAGE  MAXIMUM  CAPACITY. 

ALSO  FORMS  18  GAGE  PIPE  LOCK. 

[742]  20  GAGE  MAXIMUM  CAPACITY-  ALSO  FORMS 
1/4  INCH  FLANGE  UP. 

LOCKFORMER  EDGER  [754] 

FORMS  1/4  INCH  FLANGE  ON  OTHER  . 

|  THAN  STRAIGHT  EDGES. 

PEXTO  FORMER  [757] 

THIS  MACHINE  USED  BASICALLY 
TO  FORM  LAP  OUT  AND  LAP  IN.  w&iE 

SHRINKS  DIAMETER  OF  ENDS  OR  ROUND  1=  | 
DUCT  BY  CORRUGATING  THEM.  FORMS,  1 

BEADS,  AND  ROLLS  EDGES.  SMALLER  1 

HAND  OPERATED  FORMERS  DO  THE  L 

SAME  WOKK  ONLY  ON  THIN  METAL. 


]  STEP 
*1 

FofUi 
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PUNCH  PRESS 

WHITNEY  DUPLICATOR  [706] 

(MACHINE  OPERATOR  ONLY) 
PUNCHES  HOLE5  IN  METAL 
MAXIMUM  THICKNESS  1/4  INCH  AT  2  INCH  DIAMETER 
MAXIMUM  DIAMETER  5  INCHES  AT  1/8  INCH  THICKNESS 
F0RMS  L0UVER  OPENINGS. 

SLOTTING  AND  CUTTING  CAN  BE  DONE  HERE. 
HE  BUFFALO  I  RON  ‘  WORKE  R  ALSO  HAS  PUNCH  CAPABILITY, 

MAXIMUM  ^DIAMETER  AT  5/8  INCH  THI CKESS. 

TWO  OTHER  POWER  PUNCHES  #720  SMALL  AND  #516  MID. 

NOTE:  THERE  ARE  SEVERAL  BENCH  MOUNTED  PUNCHES  THROUGHOUT  SHOP. 


SLIP  ROLLS 

VARIOUS  SIZES  AND  CAPACITIES 
ARE  FOUND  IN  THE  SHOP.  ALL  WILL 
OLL  METAL  INTO  CYLINDERS  AND 
ALLOW  CYLINDER  TO  SLIP  OFF  THE 
ND OF  THE  TOP  ROLL. 

OME  ROUND  BAR  AND  CONE  SHAPE5  CAN  BE  FORMED  HERE. 
POWER  DRIVEN  ROLLS  ARE  DESIGNED  TO  SHUT  OFF  WHEN 
FINGER  IS  REMOVED  FROM  SWITCH  (DEAD  MAN  SWITCH),  NO  GLOVES, 
R  LOOSE  CLOTHING  ARE  PERMITTED  BECAUSE  OF  THE  POWERFUL 
INCH  POINTS  ON  THESE  MACHINES. 


BAND  SAWS 

£  (  '  WHEN  INSTALLING  BAND  SAW  BLADES,  TEETH 

MUST  FACE  OPERATOR  AND  TURN  DOWN  TOWARD 
METAL  BEING  CUT 

i  ^  BLADE  GUIDES  ARE  ADJUSTABLE 

STEEL  ALUMINUM  AND  FOR  HEIGHT  AND  SHOULD  BE  RAISED 

OTHER  SOFT  NO  HIGHER  THAN  NECESSARY  TO 
METALS  JUST  CLEAR  THE  WORK. 

(VARIABLE  SPEEDS) 

[SLOWER]  [FASTER] 


MARVEL  8  BAND  SAW  [10093] 

SIMILAR  TO  OTHER  BAND  SAWS  WITH 
THESE  ADDED  FEATURES 

1)  METAL  BEING  CUT  CAN  BE  QUICKLY 
CLAMPED. 

2)  BLADE  CAN  BE  POSITIONED  45°TO 
EITHER  SIDE  OF  VERTICAL. 

3)  VARIABLE  SPEED. 

4)  SAWS  DRY  OR  WITH  COOLANT, 

5)  HAND  OR  SELF  FEEDING  FEATURE. 


ABRASIVE  SAWS 

BRILLIANT  ABRASIVE  SAW  [10292] 

CUTS  BY  GRINDING  A  NARROW 
SLOT  THROUGH  METAL.  USED  TO 
CUT  SHAPES  ■  NOT  SHEETS  OR  PLATE, 

SHAPES  BEING  CUT  MUST  BE 
SECURELY  AND  EVENLY  HELD,  TO 
PREVENT  BINDING  OF  SAW  BLADE. 


THE  BRILLIANT  ABRASIVE  SAW  HAS  A  14  INCH  BLADE  ANt>  MAKES- 


ANGLE  CUTS  UP  TO  45°.  DUST  EXHAUSTER  MUST  BE  ON  BEFORE  THIS 


SAW  Wl  LL  OPERATE. 

THE  MERCURY  (734)  ABRASIVE  SAW  MAKES  SQUARE  CUTS  ONLY  WITH  A  20"  BLADE. 


GRINDING 


pedestal  griNDers  (AND  DISC  SANDERS)  are 
USED  PRIMARILY  to  REMOVE  SMALL  AMOUNTS  OF  METAL, 
TO  DEBURR,  TO  TRUE  UP  AN  IRREGULAR  EDGE. 

MAKE  SURE  TOOL  RESTS  ARE  ABOUT  1/16  INCH  FROM 
WHEEL  OR  DISC. 

DO  NOT  GRIND  ON  SIDES  OF  WHEELS.  GRIND  ON 
HIGH  SPOTS  TO  KEEP  SURFACE  WEAR  EVEN, 

(DO  NOT  GOUGE). 


FACE  SHIELDS  ARE  REQUIRED  ON  ALL  GRINDING  OPERATIONS. 


SECTION  4 


4.0  LAYOUTS  AND  MATERIAL  FLOW 
4 . 1  Work  Areas 


In  the  several  volumes  describing  the  various  standard  shapes  and  the 
MOST-Analysis,  you  will  find  descriptions  of  the  various  FIT  and  WELD 
work  places. 

4 . 2  Material  Flow 

The  material  used  consists  of  4x8  sheets  ranging  from  45  to  165  pounds 
each  (see  Section  1.3).  These  are  stacked  in  a  rack  outside  of  the 
sheetmetal  shop.  As  the  fitters  or  layout  people  need  material  they 
procure  a  transfer  cart,  go  out  to  the  stock  rack  and  load  on  the  cart 
one  or  more  sheets  for  moving  to  their  bench. 

Completed  assemblies  are  usually  moved  on  pallets  with  a  fork  truck. 
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SECTION  5 


5.0  PROCESS  DATA 

5.1  Derivation  of  Process  Times 


The  processes  that  are  timed  and  used  are  rather  short  and  do  not 
consume  much  of  the  total.  They  are: 

1.  Plasma  arc  cutting  on  the  Whitney  Panel  Master  where  the  process  time 
is  known  and  programmed  in  by  the  CNC  personnel. 

2.  Seam  welding.  When  the  analyst  observes  this  process,  the  traverse 
time  can  be  recorded.  A  digital  indicator  on  the  machine  given  the 
inches  per  minute  weld  speed. 

5.2  Technical  Processes 


The  various  technical  processes  used  are  determined  by  the  product  and 

by  the  machines  required.  A  typical  ventilation  manufacturing  cycle 
goes  like  this: 

like  this: 

1.  The  part  is  planned  and  included  in  a  sketch  for  shop  instructions, 
dimensions,  material  thickness,  etc. 

2.  If  complicated  a  paper  pattern  is  layed  out  to  assist  in  determining 
the  flat  stretch  out.  Sometimes,  as  with  a  simple  square  section 
duct  the  fitter  lays  out  his  own  work.  Also,  if  planned  for  the 
CNC,  the  layout  work  is  essentially  done  as  part  of  the  cutting 
process  in  the  CNC  machine.  This  is  one  of  the  real  labor-saving 
aspects  of  a  machine  like  the  Whitney  Panel  Master-that  de  facto 
layout,  marking,  and  cutting  are  all  done  as  one  quick  part  of  the 
manufacturing  process. 

3.  The  sheetmetal  is  sheared  to  the  proper  size. 

4.  If  not  CNC,  the  material  is  "marked  out"  showing  outline,  bend 
lines,  part  number,  etc. 

5.  The  piece (s)  is  cut  to  the  proper  outline  using  a  power  shear,  hand 
shear  (powered  unishear),  nibbler,  or  punch. 

6.  The  piece (s)  are  formed  in  the  brake  (press  or  hand)  or  roll  former 
and/or  lock  seam  machine. 

7.  The  fitter  assembles  the  pieces  into  a  3-D  shape  using  tack  welding, 
Pittsburgh  joints,  riveting,  etc. 
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9.  The  individual  shapes  are  combined  with  other  shapes  or  at  the  ends, 
temporarily  attached  flanges. 

10.  The  part  is  inspected  and  goes  to  get  painted. 


5.3  Tool  Life 


Tool  life  doesn't  figure  much  in  sheetmetal  processes,  but  shear  blades 
drills,  punches,  etc.  do  have  to  be  sharpened  or  replaced  on  occasion. 
The  foreman  is  responsible  for  this. 
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SECTION  6 


6.0  MANUAL  METHODS 
6.1  Manual  Methods 


The  manual  methods,  all  listed  in  the  backup  data  are  described  in  great 
detail  in  the  MOST-Analyses .  Both  the  step  by  step  manual  method, 
referring  to  the  Work  Area  Layout,  and  the  MOST  analysis,  is  listed  for 
all  of  the  standard  shapes.  Also  information  is  included  to  add  flanges, 
rivet  to  another  shape,  add  access  covers,  end  caps,  and  so  on. 
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SECTION  7 


7.0  STANDARD  TIME  CALCULATION 

7 . 1  Standard  Data 


For  ease  and  convenience  of  use  we  worked  up  a  chart,  in  conjunction 
with  the  people  who  will  use  the  standard  time,  of  the  standard  shapes 
and  the  appropriate  standard  time.  A  rather  extensive  analysis  was  made 
of  past  history  of  the  yard  (only  a  rough  guide)  as  to  the  use  and  sizes 
of  the  standard  shapes.  As  there  was  an  expected  tendency  of  the  sizes 
to  cluster  around  certain  categories  we  plotted  our  data  in  hystograms 
in  order  to  get  the  representative  sample.  For  example  we  found 
groupings  around  areas  of  less  than  100  square  inches  and  more  than  100 
square  inches.  Using  this  and  other  criteria  we  developed  a  chart  that 
is  based  on  the  users  requirements  and  with  an  estimated  accuracy  of 
better  than  10%  -  plenty  good  enough  for  our  needs. 

7.2  How  to  Calculate  Time  Standards 


Refer  to  the  next  two  pages  for  our  instruction  sheet  and  "Sheetmetal 
Sketch  Standard  Data." 

7 . 3  Manning,  Crew  Size,  and  Job  Classes 

The  shop  is  run  by  a  general  foreman  with  several  foreman  reporting  to 
him.  The  foreman  is  an  exempt,  salaried  position.  Reporting  to  the 
foreman  are  working  foremen,  leadmen,  and  journeymen  -  all  non-exempt 
jobs.  The  basic  sheetmetal  "fitter"  fabricates  from  drawings  and 
templates  and  operates  certain  shop  equipment  as  assigned.  The 
journeyman  welders  are  assigned  to  the  sheetmetal  shop  for  welding 
operations.  They  don't  usually  weld  until  the  unit  is  fitted  and  tacked 
in  position. 
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SHEETMETAL  SKETCH 


STANDARD  DATA  INSTRUCTIONS 


1.  Use  a  new  sheet  for  each  sketch, 

2.  Fill  in  part  number,  etc. 

3.  Circle  the  standard  hour  values  that  come  closest  to  the  shapes  on  the 
sketch.  Use  frequency  to  allow  for  more  than  one  similar  part. 


4.  Add  time  for'  riveted  joints,  flange  attachment,  etc. 

5.  Total  up,  multiply  by  1.15  to  get  standard  time.  NOTE:  While  this  15% 
adder  for  personal  time,  "relaxation  allowance, "  unavoidable  delays, 
and  cleanup  time  may  change,  the  concept  of  standard  time  does  not 
change  except  to  correct  for  errors. 


6.  Multiply  by  this  years  achievability  factor,  let's  say  2.0  for  example, 
to  get  target  time  for  shop  loading.  This  will  change  next  year  as  we 
improve  our  efficiency. 


STANDARD  TIME:  The  time  which  is  determined  to  be  necessary  for  a  qualified 
journeyman,  working  at  a  sustainable  pace  (8-hour  day),  with  capable' 
supervision,  with  all  tools  and  material  required,  to  do  a  defined  quantity 
of  work. 


STANDARD  DATA:  A  published  compilation  of  standard  time  values  for 
well-defined  and  coded  elements.  Usually  based  on  a  visable,  tangible, 
output  item. 
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SECTION  8 


8.0  DATA  SYNTHESIS  AND  BACKUP 

8 . 1  Summary 

This  was  explained  in  Section  6.1  and  7.2. 
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SECTION  9 


9.0  ALLOWANCES 
9 . 1  General 

Allowances  have  been  arbitrarily  set,  for  this  Work  Management  Manual, 
at  15%.  This  will  be  reviewed  in  the  future.  The  allowance  is  further 
subdivided  to: 

10%  Personal:  Forty-eight  (48)  minutes  are  allowed  per  day  for 

cleaning  up,  going  to  the  toilet,  etc. 

2.5%  Fatigue:  It  is  understood  that  at  times  the  work  is  physically 

demanding.  An  allowance  of  twelve  (12)  minutes  a  day 
is  allowed  for  resting. 

2.5%  Delay:  Occasionally  there  will  be  delay  at  the  stockroom,  or  a 

machine,  and  twelve  (12)  minutes  a  day  (average)  are 
allowed  for  this. 

Sheetmetal  work,  by  its  very  nature  is  not  very  fatiguing,  nor  beset 
with  delays.  Often  the  fitters  can  observe  the  activity  around  him  and 
mesh  their  time  properly  to  avoid  delays. 

In  practice,  our  standard  time  is  built  on  the  expectation  of  6.96 
hours  a  day  of  normal  work  and  a  little  more  than  an  hour  (1.04  hours) 
allowed  for  personal,  fatigue  and  expected  delay. 
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APPENDICES 


A.  GLOSSARY  OF  TERMS 

(A  glossary  of  terms  peculiar  to  local  sheetmetal  work) 

Blackpen  A  heavy  duty  felt-tipped  marking  pen. 

Cpunch  Center  punch. 

Drillmotor  Erroneously  called  an  electric  drill.  A  portable  drill 

motor  chucks  and  turns  a  twist  drill. 

Extention  When  a  square  or  round  straight  section  is  made  part  of  a 

conventional  shape.  For  example  an  extension  is  often 
made  part  of  an  ell  with  no  more  separate  pieces  of 
sheetmetal. 

Lapout  A  powered  Pexto  machine  that  forms  a  1/16  x  1"  offset 

collar  on  the  end  of  a  piece  of  duct.  This  outside 
offset  facilitates  the  forming  of  a  lays  joint.  In 
ventilation  equipment  the  lapout  joint  is  usually  the 
downstream  piece.  See  page  47  (machine  number  757). 

• 

Redpen  A  heavy  duty  felt-tipped  marking  pen. 

Shapes, 

Standard  shapes  See  Section  1.2. 

Stinger  The  electrode  holder  of  a  welding  machine. 

Template  A  pattern  (flat  outline)  of  the  developed  sheetmetal  part 

made  out  of  heavy  paper  or  metal.  They  are  used  to  guide 
the  tracing  of  the  outline  on  the  metal  -  called  the 
stretch  out  before  forming. 

Unishear  A  powered  hand-operated  sheetmetal  cutting  shear.  Will 

cut  rounded  or  straight  cuts. 

Visegrip  A  clamping  type  pair  of  pliers. 

Weldor  The  journeyman  who  does  the  welding. 

Welder  A  power  supply  and  machine  system  to  perform  arc  welding. 
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APPENDIX  B 


SAMPLE  OF  FORMS 
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sample 


FoR-M 


I/O  SPECTloO 


NATIONAL  STEEL  AND  SHIPBUILDING  COMPANY 
San  Diego,  California 


Department  or  Area _ Hull.  No.  Data _ 

Sketch.  76-  m.  72-  No. 

For  the  following  I  tang  place  a  check  (yf  mark  In  althar  the  Accept  or  Reject  column  and 
H/A  for  not  applicable..  If  unsatisfactory  -  place-  a  wheels  C'A  in  the  reject  column.  and 
indicate  corrective  action.  i 


a  u  o_u 

S'  ^  .C  Mature  of 

Mature  of  Observations  <  cc  so  Mature  of  Oefects  Corrective  A<r 


mmm 

■H 

wammm 

•FABRICATION 

L.  Fabricated  in  Accordance  with  appl 

• 

- 

2*- Ducts,  Elbows,  Etc.  Fair  and  Smoot 
inside. 

i 

1 

■ 

. 

• 

3i  Welds  to  leave  a  neat  uniform 
appearance,  free  of  ezceeelve.  slag 
and  Id  dee  . 

i 

1 

■ 

• 

u 

4.  Dampers*.  splitter  and  deflectors 
hemmed  on.  leading  edge. 

i 

1 

4.  Total.  Observations.  . 


REMARKS? 


SIGNATURE  SHOP- SUPERVISOR 

me 


SIGNATURE  Q.A.  INSPECTOR 


Back-up 

MOST  Analyses 


12-  33 


T  MARKOT. MOO 


!  Pe’l^-TtA.TloO 

-.  File  Description  ?  LOAD  SHEETMETAL  ON  CART 
i  '-"^Output  to  line-printer  <Y  or  N>  ?  N 

]  X~j 

j  (  39  3) 

\  FIT  W04  MAREOT.  MOO 

LOAD  SHEETMETAL  FOR  TRANSPORT  WITH  CART  AT  SHEETMETAL  SHOP 
PER  SHEET  OFG:  3  22-FEB-83 

4x8  -  16  GAUGE  SHEETMETAL 
*  2  OPERTAORS  USED  FOR  LOADING 
FITTER  BEGINS  AT  SHEETMETAL-STORAGE 

1  PLACE  SHEETMETAL2  (  1  SHEET  )  FROM  SHEETMETAL-STORAGE 
TO  CART  AT  SHEETMETAL-STORAGE  F  2 


A1  BO  G1 

A1  BO  P3 

A0 

2.00 

2 

POSITION 

SHEETMETAL  FROM  CART  WITH 

2  STEPS  AT 

WORKTABLE 

TO  WORKTABLE  WITH  8  STEPS 

A3  B3  G1 

AI6  B0  F6 

A0 

1.00 

3 

POSITION 

SHEETMETAL  FROM  WORKTABLE  TO  CART  AT 

WORKTABLE  with  8  STEPS 

A1  B0  G1 

A16  B0  P6 

A0 

1.00 

TOTAL  TMU 

Type  D,  EH,  CT,  EX,  T,  W  cor  H  for  help>  ?  T  MARKOT,  MOI 
1 

File  Description  ?  TRANSPORT  FOR  HARK  OUT 

Output  to  line-printer  <Y  or  N>.  ?  N 
(  39 ,  3) 

FIT  '  .  W04  MARKOT,  MOI 

TRANSPORT  SHEETMETAL  FOR  MARK  CUT  AT  SHEETMETAL  SHOP 
PER  SKETCH  OFG:  4  22-FED-83 

4x8  x  16  gauge  SHEETMETAL 
*  METHOD  FOR  TYPICAL  SKETCHES 
*:  USED  BY  HARK  CUT  PEOPLE  AND  FITTERS 
FITTER  BEGINS  AT  WORKTABLE 


1  MOVE  TEMPLATES  FROM  WORKTABLE  (  TEMPLATE  STORAGE  RACK  ) 

TO  WORKTABLE  WITH  40  STEPS 

A1  BO  G1  A67  BO  FI  AO  1.00 

2  MOVE  CART  FROM  TOOLROOM  (  RANDOM  SHOP  LOCATIONS  )  TO 

SHEETMETAL-STORAGE 

A96  BO  G1  A113  BO  FI  AO  1.00 

3  MOVE  CART  FROM  SHEETMETAL-STORAGE  TO  WORKTABLE  PF  2  (  4 

A1  BO  G1  (A152)  B3  FI  A0  (2)  1.00 

4  MOVE  CART  FROM  WORKTABLE  TO  MARKOUT-STORAGE  PF  2  (  4  ) 

A1  BO  G1  (A67  )  B0  PI  A0  (2)  1.00 

3  MOVE  CART  FROM  WORKTABLE  TO  MARKOUT-STORAGE  PF  2  (  4  ) 

F  2  /  3 

A67  B3  G1  (A67 )  BO  PI  AO  (2)  0.67 

6  MOVE  CART  FROM  TOOLROOM  (  RANDOM  SHOP  LOCATIONS  )  TO 


MARKOUT-STORAGE 

A54  BO  G1  A54  BO  FI  AO 

MOVE  CART  FROM  MARKOUT-STORAGE  (  WITH  MARKED  CUT 
SHEETMETAL  )  TO  WORKTABLE  PF  2  (  4  ) 

A1  SO  G1  (A67  )  B3  FI  A0  (2) 


1  .00 


1.00 


120, 

290, 

240. 

650 . 


700. 

2110. 

3100. 

1370. 

1373. 

1100. 

1400. 


TOTAL  TMJU 


1LL53 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  TRANSFORMER 
O  utput  to  line-printer  <Y  or  N>  ?  N 
39,  3) 

FIT  .Wll  TRANSF.M90 

MARK  OUT  SHEETMETAL  FOR  TRANSFORMER  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  TRANSFORMER  OFG:  4  01-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 "X6 "  TO  10  "X4 "XI 6 "  LG 

*  MARK  OUT  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

2  PLACE  WEIGHT  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PI  R16)  A1  BO  Pi  AO  (8)  1.00  1480. 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00  360. 

^  5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PO  F3 )  A1  BO  PI  AO  (4)  1.00  200. 

6  REPLACE  WEIGHT  FROM  TEMPLATE  TO  WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  A0  1.00  110. 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  TO  WORKTABLE  WITH  3 

STEPS 

A1  BO  G1  A6  BO  P3  A0  1.00  110. 

8  PLACE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  A0  1.00  110. 

9  HARK  CORNERS  FROM  CORNER  TEMPLATE  TO  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 
1  6(4  5  6  7) 

A1  BO  G1  ( A1  BO  Pi  R3 )  A1  BO  Pi  A0  (16)  1.00  840. 

10  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  (A1  BO  Pi  R16)  A1  BO  Pi  A0  (5)  1.00  940. 

11  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  47  (4567) 

A1  BO  G1  ( A1  BO  PI  R3)  A1  BO  Pi  A0  (47)  1.00  2390. 

12  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  34  (4567) 

-A1  BO  G1  ( A1  BO  Pi  R3 )  A1  BO  PI  A0  (34)  1.00  1740. 


TOTAL  TMU 


8640. 


File  Description  ?  MARK  OUT  SHEETMETAL  TOP  FOR  TRANSFORMER 
o  utput  to  line-printer  <Y  or  N>  ?  N 
39,  3) 

FIT  .Wll  TRANSF.M91 

MARK  OUT  SHEETMETAL  TOP  FOR  TRANSFORMER  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  TRANSFORMER  OFG:  4  21-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8"X6"  TO  10  "X4  "XI 6  "  LG 

*  HARK  OUT  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  3  STEPS 


A1 

BO  G1  A6 

BO  P  6  AO 

1.00 

140 

PLACE 

WEIGHT  FROM 

WORKTABLE 

TO  TEMPLATE 

AT  WORKTABLE 

WITH. 

3  STEPS 

A1 

BO  G1  A6 

BO  P3  AO 

1.00 

110 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 
DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 


A1  BO  G1  ( A1  BO  PI  R16)  A1  BO  PI  AO  (3) 

4  REPLACE  WEIGHT  FROM  TEMPLATE  TO  WORKTABLE  WITH  3  STEPS 

1.00 

580 

A1  BO  G1  A6  BO  P3  AO 

, ' \,5  REPLACE  TEMPLATE  FROM  SHEETMETAL  TO  WORKTABLE  WITH  3 

STEPS 

1.00 

110 

A1  BO  G1  A6  B0  P3  AO 

6  PLACE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  AND  ASIDE  PF  4  (4567) 

1.00 

110 

A1  BO  G1  (A1  BO  P3  AO  ) 

7  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  1 

DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

1.00 

180 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (8) 

8 MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

1.00 

440 

A1  BO  G1  ( A1  BO  PI  R16)  A1  BO  PI  AO  (4) 

9  MARK  CONSTRUCTION  INFMATION  ON  SHEETMETAL  AT  WORKTABLE 

1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  20  ( 

4  5  6  7  ) 

1.00 

7  6  0 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (20) 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  34  (4567 

1.00 

1040, 

) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (34) 

11  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

1.00 

1740, 

A1  BO  G1  A6  BO  P3  AO 

12  MOUE  CART  FROM  WORKTABLE  TO  SMALLSHEAR 

2.00 

220  . 

A1  BO  G1  A67  BO  PI  AO 

1.00 

7  0  0 

TOTAL  TMU 


6130. 


File  Description  ?  SHEAR  SHEETMETAL  FOR  TRANSFORMER 


utput  to  line-printer  <Y  or  N> 


?  N 


(  39,  3) 

FIT  .  W  1  1  TRANSF.M92 

SHEAR  SHEETMETAL  FOR  TRANSFORMER  WITH  SMALL  8FT .  SHEAR  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  21-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 " X  6 "  TO  10"X4"X16"  LG 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETA2L  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO  G1 

A6 

BO 

P  6 

AO 

2.00 

2  8  0 

2 

PUSH 

FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90. 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  F  8 

A1 

BO  G1 

A1 

BO 

P  6 

AO 

8.00 

720. 

4 

PUSH 

FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F 

8 

A1 

BO  G1 

Ml 

X6 

10 

AO 

8.00 

720. 

5  PLACE  SHEETMETAL  FROM  SMALLSHEAR  TO 

CART  AT 

SMALLSHEAR 

WITH 

10  STEPS  F  2 

AL 

BO  G1 

A16 

BO 

P3 

AO 

2.00 

420. 

6 

MOUE 

CART  FROM  SMALLSHEAR  TO 

WORKTABLE 

A1 

BO  G1 

A67 

B3 

PI 

AO 

1.00 

730. 

TOTAL  TMU  2960. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  (or  H  for  help>  ? 


File  Description  ?  SHEAR  UNEVEN  END  OF  TRANSFORMER 


/■^Output  to  line-printer  <Y  or  N> 


?  N 


(39,  3) 

FIT  '  .Wll  TRANSF.M93 

SHEAR  UNEVEN  END  OF  TRANSFORMER  WITH  UNI-SHEAR  AT  SHEETMETAL  SHOP 
PER  TRANSFORMER  OFG:  4  21-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8"X6"  TO  10"X4"X16"  LG 

*  USE  UNI-SHEAR  ON  AREAS  OF  TRANSFORMER- 

*  -THAT  CAN  NOT  BE  CUT  WITH  8FT .  SHEAR 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS 


A1 

BO 

G1  A6  BO  P3 

AO 

1.00 

110. 

2 

MOVE  UNISHEAR2 

FROM  TOOLROOM 

TO  WORKTABLE 

A9  6 

BO 

G1  A96  B3  PI 

AO 

1.00 

1970  . 

3 

POSITION  UNISHEAR 

FROM  WORKTABLE 

TO  SHEETMETAL  AT 

WORKTABLE  WITH 

2 

STEPS 

A1 

BO 

G1  A3  BO  P  6 

AO 

1.00 

110 

OPERATE  UN I SHEAR 

AT 

WORKTABLE 

PROCESS  F  2 

A1  BO 

G1 

M6  X173I0 

AO 

2.00 

3620  . 

CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  1  CUT  USING 
SNIPS  AT  WORKTABLE  AND  ASIDE  PF  24  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl)  A1  BO  PI  AO  (24; 

FASTEN  CFLATTEN3  SHEETMETAL  CORNERS  ON  SHEETMETAL  AT 

WORKTABLE  2  STRIKES  USING  HAMMER  AT  WORKTABLE  AND 
ASIDE  PF  24  (4567) 


1.00 


1240. 


A1  BO  G1  ( A1  BO 

PO  F  6 ) 

A1 

BO 

PI 

A0  (24) 

1.00 

1720  . 

7 

PLACE 

SHEETMETAL2  FROM  WORKTABLE  TO 

CART 

AT 

WORKTABLE 

WITH 

4  STEPS 

A1 

BO  G1 

A6 

BO 

P3 

A0 

1.00 

110 

8 

MOVE 

CART  FROM  WORKTABLE  TO 

LAPOUT 

MACHINE 

A1 

BO  G1 

A54 

BO 

PI 

A0 

1.00 

570 

TOTAL  TMU 

9450. 

Type 

D,  EM, 

CT,  EW,  EX,  L,  LD,  LS,  M, 

T,  W  <or  H  forhelp>  ? 

File  Description  ?  FORM  LAP  END  FOR  TRANSFORMER 


utput  to 


line-Printer  <Y  or  N> 


?  N 


(39,  3) 

FIT  .Wll  TRANSF.M94 

FORM  LAP  END  FOR  TRANSFORMER  WITH  LAPOUT  MACHINE  AT  SHEETMETAL 

SHOP 

PER  TRANSFORMER  OFG :  4  22-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETHETAL 

*  8"X6"  TO  10  "X4  "XI 6  "  LG 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  2 


A1  BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

2  PUSH  LAPOUT-SWITCH 

PROCESS  F  2 

A1  BO 

G1 

Ml 

XI 6 

10 

AO 

2.00 

380 

3  REPLACE  SHEETMETAL 

FROM  LAPOUT 

TO  CART 

AT  LAPOUT 

'  WITH 

4  STEPS  F  2 

A1  BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

4MOUE  CART  FROM  LAPOUT  TO  PITTSBURGH 

A1  BO 

G1 

A6 

BO 

PI 

AO 

1.00 

90 

TOTAL 

TMU 

910 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


*A 338*0 


File  Description  ?  FORM  PITTSBURGH  LOCK  FOR  TRANSFORMER 


•'^piutPut  to  line-printer  <Y  or  N>  ?  N 


(  39,  3) 

FIT  '  •  Wll  TRANSF.M95 

FORM  PITTSBURGH  LUCK  FOR  TRANSFORMER  WITH  PITTSBURGH  MACHINE  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  22-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 "X6 "  TO  10"X4 "XI 6 "  LG 
FITTER  BEGINS  AT  PITTSBURGH 


1  PLACE  SHEETMETAL  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 
WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220. 

2 

PUSH 

PITTSBURGH-BUTTON 

PROCESS  F 

4 

A1 

BO 

G1 

Ml 

X32 

10 

AO 

4.00 

1400. 

3 

PUSH 

AND  GUIDE  SHEETMETAL  THROUGH  PITTSBURGH 

:  WITH  2 

STEPS  F  4 

A3 

BO 

G1 

Ml 

XO 

13 

AO 

4.00 

320, 

4 

PLACE 

SHEETMETAL  FROM 

PITTSBURGH  TO 

CART  AT 

PITTSBURGH 

WITH 

4  STEPS  F  2 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220. 

5 

MOUE 

CART  FROM  PITTSBURGH  TO 

LEAFBRAKE 

AL 

BO 

G1 

A32 

BO 

PI 

AO 

1.00 

350. 

TOTAL  TMU  2510. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


jsrsjo 


File  Description  ?  BEND  SHEETMETAL  FOR  TRANSFORMER 


utput  to  line-Printer  <Y  or  N>  ?  N 
(  39 ,  3) 

FIT  .Wll  TRANSF.M96 

BEND  SHEETMETAL  FOR  TRANSFORMER  WITH  LEAFBRAKE  AT  SHEETMETAL  SHOP 
PER  TRANSFORMER  OFG :  4  22-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 " X 6 "  TO  10  "X4 "XI 6 "  LG 

*  BEND  SIDES  OF  TRANSFORMER  UP  90  DEGREES 
FITTER  BEGINS  AT  LEAFBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  LEAFBRAKE  TO 
LEAFBRAKE  WITH  4  STEPS 


A1 

BO 

G1 

A6 

BO 

P  6 

A0 

1.00 

140 

2 

OPERATE 

LEAFBRAKE-LEVER 

PROCESS 

A1 

BO 

G1 

M6 

XI 6 

10 

AO 

1.00 

240 

3 

POSITION  SHEETMETAL  FROM  LEAFBRAKE 

TO  LEAFBRAKE 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

1.00 

90 

4 

OPERATE 

LEAFBRAKE-LEVER 

PROCESS 

A1 

BO 

G1 

M6 

XI 6 

IO 

AO 

1.00 

240 

5 

REPLACE 

SHEETMETAL  FROM 

LEAFBRAKE  TO  CART  AT 

'  LEAFBRAKE 

WITH  4 

STEPS 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

6 

MOUE  CART  FROM  LEAFBRAKE 

TO 

PANBRAKE 

A1 

BO 

G1 

A42 

BO 

PI 

AO 

1.00 

450 

TOTAL  TMU  127  0. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


/  7J  OO 


File  Description  ?  BEND  LAPAP  ENDS  FOR  TRANSFORMER 


utput  to  line-printer  <Y  or  N>  ?  N 


39.  3) 

FIT  .Wll  TRANSF.M97 

BEND  LAP  ENDS  FOR  TRANSFORMER  WITH  PANBRAKE  AT  SHEETMETAL  SHOP 
PER  TRANSFORMER  OFG:  4  22-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8  "X6 "  TO  10"X4 "XI 6 "  LG 

*  KINK  UP  LAP  ENDS  FOR  TRANSFORMER 
FITTER  BEGINS  AT  PANBRAKE 


1  POSITION  SHEETMETAL2  FROM  CART  AT  PANBRAKE  TO  PANBRAKE 
WITH  4  STEPS  F  2 


A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280. 

2 

FASTEN 

[ JAWS1  NUST  TO  SHEETMETAL  AT 

PANBRAKE  5 

WRIST- 

STROKES  USING  WRENCH  AT  PANBRAKE 

AND 

ASIDE 

A1  BO  G1  A1  BO  P3  F16 

A1 

BO 

PI 

AO 

1.00 

240. 

3 

OP  E  RATE 

PANBRAKE-LEVER  PROCESS  F  2 

A1  BO  G1 

M6 

X96 

TO 

AO 

2.00 

2080. 

4 

POSITION  SHEETMETAL  FROM  PANBRAKE  TO  PANBRAKE  F 

6 

A1  BO  G1 

A1 

BO 

P  6 

AO 

6.00 

540. 

5 

OPERATE 

PANBRAKE-LEVER  PROCESS  F  6 

A1  BO  G1 

M6 

X96 

TO 

AO 

6.00 

6240 

6 

REPLACE 

SHEETMETAL2  FROM  PANBRAKE  TO 

CART  AT 

PANBRAKE 

WITH  4 

STEPS  F  2 

A1  BO  G1 

A6 

BO 

P3 

AO 

2.00 

220. 

7 

MOUE  CART  FROM  PANBRAKE  TO  WORKTABLE 

A1  BO  G1 

A54 

B3 

PI 

AO 

1.00 

600. 

TOTAL  TMU  10200. 


g'yyoo 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  (or  H  for  help>  ? 


File  Description  ?  ASSEMBLE  TRANSFORMER 
i^Jutput  to  line-printer  <Y  or  N>  ?  N 
39,  3) 

FIT  f  . W1 1  TRANF.M98 

ASSEMBLE  TRANSFORMER  WITH  HAMMER  AT  SHEETMETAL  SHOP 
PER  TRANSFORMER  OFG :  4  0  6-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 "X6 "  TO  10  "X4 "XI 6 "  LG 

*  JOIN  TOP  SECTION  TO  BOTTOM  SECTION  — 

*  — WITH  PITTSBURGH  LOCK 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  4 

A1  BO  G1  A6  BO  P3  AO  4.00  440. 

2  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  AT  WORTKABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (45 

6  7  ) 

A1  BO  G1  ( A1  BO  PO  F  6 )  A1  BO  PI  AO  (4)  1.00  320. 

3  POSITION  SHEETMETAL  [TOP]  FROM  WORKTABLE  TO  SHEETMETAL 

[BOTTOM]  AT  WORKTABLE 

A1  BO  G1  A1  BO  P6  AO  1.00  90. 

4  PLACE  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  6 

a  A1  BO  G1  A1  BO  P3  AO  6.00  360. 

*_  5  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PO  F6)  A1  BO  PI  AO  (6)  1.00  460. 

6  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  LWORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PO  F  6 )  A1  BO  PI  A0  (6)  1.00  460. 

7  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  B0  G1  ( A1  BO  PO  F  6 )  A1  BO  PI  A0  (6)  1.00  460. 

8  FASTEN  [BEND]  SHEETMETAL  CLAP  FLANGES 7  AT  WORKTABLE  3 

WRIST-STROKES  USING  HANDFORMERS  AT  WORKTABLE  AND  ASIDE 
PF8  (  4567  ) 

A1  BO  G1  ( A1  BO  P3  FIO)  A1  BO  PI  A0  (8)  1.00  1160* 

9  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

A0  BO  GO  A0  BO  PO  TIO  A0  BO  PO  A0  1.00  100. 


TOTAL  TMU  3850. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  (or  H  for  help>  ? 


&  / 


/ 


xf£j$hL 


/£ V  4' To  /Ox  S4x  /S  "/&■  7^'VS'TaXMtK. 


3  44  80 

8  0  H/aZ, 

MMk  Vt/f 

JS.ZSO 

9  St/i/. 

TtfAi  tm. 

43  $4  0 

3  9  Mjaj  . 

File  Description  ?  MARK  OUT  SHEETMETAL  FOR  TRANSFORMER 


utput  to  line-printer  <Y  or  N>  ?  N 

«J“~L 


(  39,101) 

FIT  .  W12  TRANSF . M2  0 

MARK  OUT  SHEETMETAL  FOR  TRANSFORMER  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  TRANSFORMER  OFG:  4  29-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  1 5 " X 9 "  TO  10 "XI 4 "X18 "  LG 

*  MARK  OUT  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  from  WorkTABLe  to  SHEETMETAL  AT 
WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00 

2  PLACE  WEIGHT  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

WITH  3  STEPS  F  3 

A1  BO  G1  A6  BO  P3  A0  3.00 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  8  (4567 

I 

A1  BO  G1  ( A1  BO  Pi  R16)  A1  BO  Pi  AO  (8)  1.00 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

F  4 

A1  BO  G1  A1  BO  P6  AO  4.00 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PO  F3 )  A1  BO  Pi  AO  (4)  1.00 

6  REPLACE  WEIGHT  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00 

8  PLACE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WTIH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00 

9  MARK  CORNERS  FROM  CORNER  TEMPLATE  TO  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 
1  6(4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  80  Pi  AO  (16)  1.00 

10  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (5)  1.00 

11  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  68  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  Pi  AO  (68)  1.00 

12  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  25  (4567 

I 

A1  BO  G1  ( A1  BO  Pi  R3  )  A1  BO  PI  A0  (25)  1.00 


140 

330 

1480 

360 

200 

110 

110 

110 

840 

940 

3440 

1290 


TOTAL  TMU 


9350 


-TZ4.AJ  Hf  /4.ZO 


File  Description  ?  HARK  OUT  SHEETMETAL  FOR  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ? 


File  Description  ?  MARK  OUT  TOP  FOR  TRANSFORMER 
utput  to  line-Printer  <Y  or  N>  ?  N 
(  39,101) 

FIT  •  W 12  TRANSF.M21 

MARK  OUT  TOP  FOR  TRANSFORMER  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  TRANSFORMER  OFG :  4  29-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALv.  SHEETMETAL 

*  15 ' X9"  TO  14 "X10 "  LG 

*  MARK  OUT  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

2  PLACE-WEIGHT  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  3  (4567 

) 

A1  BO  G1  ( A1  BO  PI  R16)  A1  BO  PI  A0  (3)  1.00  580. 

4  REPLACE  WEIGHT  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  A0  1.00  110. 

5  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  A0  1.00  110. 

6  PLACE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  EO  G1  A1  BO  P3  A0  4.00  240. 

7  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  1 

DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  8  (4567 

) 

0  A1  BO  G1  ( A1  80  PI  R3  )  A1  B0  PI  A0  (8)  1.00  440. 

0  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 
USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

n  A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  A0  (3)  1.00  580. 

(j  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  20  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  A0  (20)  1.00  1040. 

10  MARK  IDENTIFICAITON  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  34  (4567 


A1  BO  G1  ( A1 

BO 

PI 

R3  )  A1 

BO 

PI 

A0  (34) 

1.00 

1740 

11 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO  CART  AT  WORKTABLE 

WITH 

4  STEPS  F  2 

A1 

EO 

G1  A6 

HO 

P3 

A0 

2.00 

220 

12 

MOUE 

CART  FROM  WORKTABLE 

TO 

SMALLSHEAR 

A1 

BO 

G1  A67 

BO 

PI 

A0 

1.00 

700 

TOTAL  TMU 


6010. 


File  Descripion  ?  MARK  OUT  TOP  FOR  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  TRANSFORMER 
output  to  line-Printer  <Y  or  N>  ?  N 


(  39,101) 

FIT  •  W12  TRANSF .  M2 2 

SHEAR  SHEETMETAL  FOR  TRANSFORMER  WITH  SMALL  8FT .  SHEAR  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG:  4  29-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  15"X9"  TO  10"X14 "X18 "  LG 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL2  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  F  8 

A1 

BO  G1 

A1 

BO 

P  6 

AO 

8.00 

720 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  8 

A1 

BO  G1 

Ml 

X6 

IO 

AO 

8.00 

720 

5 

PLACE  SHEETMETAL2  FROM  SMALLSHEAR  TO 

CART  AT 

SMALLSHEAR 

WITH  10  STEPS  F  2 

A1 

BO  G1 

A16 

BO 

P3 

AO 

2.00 

420 

6 

MOUE  CART  FROM  SMALLSHEAR  TO 

WORKTABLE 

A1 

BO  G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL  TMU  2960 


File  Description  ?  SHEAR  SHEETMETAL  FOR  TRANSFORMER 
Output  to  line-Printer  <Y  or  N>  ? 


File  Description  ?  SHEAR  UNEVEN  END  OF  TRANSFORMER 


<2 7>j  utput  to  line-printer  <Y  or  N>  ?  N 

r, 

N 

(  39,101) 

FIT  >W12  TRANS.  M2  3 

SHEAR  UNEVEN  END  ON  'TRANSFORMER  WITH  UNI-SHEAR  AT  SHEETMETAL  SHOP 
PER  TRANSFORMER  OFG:  4  29-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  15 "X9 "  TO  10"X14 "X18 "  LG 
FITTER  BEGINS  AT  WORKTARLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  Pi  AO  1.00  1970  . 

3  POSITION  UNISHEAR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS 

A1  BO  G1  A3  BO  P6  AO  1.00  110. 

4  OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  F  2 

A1  BO  G1  M6  X173I0  AO  2.00  3620. 

5  CUT  CORNERS  ON  SHEETHETAL  AT  WORKTABLE  1  CUT  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  24  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (24)  1.00  1240. 

6  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  AT  WORKTABLE  2 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  24  (4 
5  6  7) 

A1  BO  G1  ( A1  BO  PO  F6  )  A1  BO  PI  AO  (24)  1.00  1720. 

7  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

8  MOVE  CART  FROM  WORKTABLE  TO  LAPOUT  MACHINE 

A1  BO  G1  A54  BO  Pi  AO  1.00  570. 


TOTAL  TMU  9670 


File  Description  ?  SHEAR  UNEVEN  END  OF  TRANSFORMER 
Output  to  line-printer  (Y  or  N>  ? 


/St  3° 


File  Description  ?  FORM  LAP  END  ON  TRANSFORMER 

-■fcY  utput  to  line-printer  <Y  or  N>  ?  N 

Vi 

(  39,101) 

FIT  •  W12  TRANSF .  M2  4 

FORM  LAP  END  ON  TRANSFORMER  WITH  LAPOUT  ROTARY  MACHINE  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  2  9-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  15"X9"  TO  10"X14 "X18 "  LG 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  2 


A1  BO  G1 

A6 

BO  P3 

AO 

2.00 

220. 

2 

PUSH  LAPOUT-SWITCH  PROCESS  F  2 

A1  EO  G1 

Ml 

X16  TO 

AO 

2.00 

380. 

3 

PUSH  AND  GUIDE  SHEETMETAL2  THROUGH 

LAPOUT  MACHINE  WITH 

2  STEPS  F  2 

A3  EO  G1 

Ml 

X0  13 

AO 

2.00 

1600 

4 

REPLACE  SHEETMETAL  FROM  LAPOUT  TO  CART 

AT  LAPOUT 

1  WITH 

4  STEPS  F  2 

A1  BO  G1 

A6 

BO  P3 

AO 

2.00 

220. 

5 

MOVE  CART  FROM  LAPOUT  TO  PITTSBURGH 

Al  BO  G1 

A6 

BO  PI 

AO 

1.00 

90. 

TOTAL 

TMU 

1070. 

Fife  Description  ?  FORM  LAP  END  ON  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ? 

/37ov 


File  Description  ?  FORM  PITTSBURGH  LOCK  FOR  TRANSFORMER 

.-C^ilJtput  to  line-Printer  <Y  or  N>  ?  N 
V 

(  39,101) 

FIT  •  W12  TRANSF .  M2 5 

FORM  PITTSBURGH  LOCK  FOR  TRANSFORMER  WITH  PITTSBURGH  MACHINE  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG:  4  29-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  15 "X9 "  TO  10"X14 "X18 "  LG 

*  MARK  OUT  USING  TEMPLATE 
FITTER  BEGINS  AT  PITTSBURGH 


1  PLACE  SHEETMETAL  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 
WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

PUSH  PITTSBURGH-BUTTON 

PROCESS  F 

4 

A1 

BO 

G1 

Ml 

X32 

10 

AO 

4.00 

1400 

PUSH  AND  GUIDE  SHEETMETAL  THROUGH  PITTSBURGH 

WITH  2 

STEPS  F  4 

A3 

BO 

G1 

Ml 

XO 

13 

AO 

4.00 

320 

PLACE  SHEETMETAL  FROM 

PITTSBURGH 

TO 

CART  AT 

PITTSBURGH 

WITH  4  STEPS  F2 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

MOVE  CART  FROM  PITTSBURGH  TO 

LEAFBRAKE 

A1 

BO 

G1 

A32 

BO 

PI 

AO 

1.00 

350 

TOTAL  TMU 

2510 

/Cj2Jo 


File  Description  ?  FORM  PITTSBURGH  LOCK  FOR  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ? 


File  Description  ?  BEND  SHEETMETAL  FOR  TRANSFER 


output  to  line-printer  <Y  or  N>  ?  N 
(39, 101) 

FIT  •  W12  TRANSF .  M2  6 

BEND  SHEETMETAL  FOR  TRANSFORMER  WITH  LEAFBRAKE  AT  SHEETMETAL  SHOP 
PER  TRANSFORMER  OFG :  4  2  9-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  15 ' X9 '  TO  10 ' X14 ' X18 '  LG 

*  BEND  TRANSFORMER  SIDES  UP  90  DEGREES 
FITTER  BEGINS  AT  LEAFBRAKE 


1  POSITION  SHEETMETAL  2  FROM  CART  AT  LEAFBRAKE  TO 
LEAFBRAKE  WITH  4  STEPS 


A1 

B0 

G1 

A6 

B0 

F6 

A0 

1.00 

140 

A* 

OPERATE 

LEAFBRAKE-LEVER 

PROCESS 

A1 

B0 

G1 

M6 

XI 6 

10 

AO 

1.00 

240 

3 

POSITION 

SHEETMETAL  FROM  LEAFBRAKE 

TO  : 

LEAFBRAKE 

A1 

B0 

G1 

A1 

B0 

F  6 

AO 

1.00 

90 

4 

OPERATE 

LEAFBRAKE-LEVER 

PROCESS 

A1 

B0 

G1 

M6 

XI 6 

IO 

AO 

1.00 

240 

5 

REPLACE 

SHEETMETAL2  FROM 

LEAFBRAKE 

TO  CART  AT  LEAFBRAKE 

6 

WITH  4 

STEPS 

A1 

B0 

G1 

A6 

B0 

F3 

AO 

1.00 

110 

MOVE  CART  FROM  LEAFBRAKE 

TO 

PANBRAKE 

A1 

B0 

G1 

A42 

B0 

PI 

AO 

1.00 

450 

TOTAL  TMU  1270. 


File  Description  ?  BEND  SHEETMETAL  FOR  TRANSFER 
Output  to  line-printer  <Y  or  N>  ? 


J7 


File  Description  ?  BEND  SHEETMETAL  LAP  ENDS  FOR  TRANSFORMER 
output  to  line-printer  <Y  or  N>  ?  N 
(39, 101) 

FIT  *W12  TRANSF.M27 

BEND  SHEETMETAL  LAP  ENDS  FOR  TRANSFORMER  WITH  PAN-BRAKE  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  2  9-JUN-83 

NASSCO  SHEETMETAL  SHEETMETAL  SHAPE  1 
*20  GAUGE  GAL  SHEETMETAL 

*  15 ' X9 '  TO  10 ' X14 ' X18 '  LG 

*  KING  UP  LAP  ENDS  AS  PER  INSTRUCTIONS 
FITTER  BEGINS  AT  PANBRAKE 


1  POSITION  SHEETMETAL2  FROM  CART  AT  PANBRAKE  TO  PANBRAKE 
WITH  4  STEPS  F  2 


A1  B0 

G1 

A6 

BO 

F6 

AO 

2.00 

280 

2 

FASTEN 

NUT  ( JAWS )  TO 

SHEETMETAL2 

AT 

PANBRAKE 

5 

WRIST- 

STROKES  USING 

WRENCH  AT  PANBRAKE 

AND  ASIDE  F  2 

A1  B0  G1 

A1  B0  P3 

FI  6 

A1 

BO 

FI 

AO 

2.00 

480 

3 

OPERATE 

PANBRAKE-LEVER  PROCESS  F 

2 

A1  BO 

G1 

M6 

X96 

10 

AO 

2.00 

2080 

4 

POSITION  SHEETMETAL2 

FROM  PANBRAKE  TO  PANBRAKE  F 

6 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

6.00 

540 

5 

OPERATE 

PANBRAKE-LEVER  PROCESS  F 

6 

A1  BO 

G1 

M6 

X96 

10 

AO 

6.00 

6240 

6  REPLACE  SHEETMETAL2 

FROM  PANBRAKE  TO  CART  AT 

PANBRAKE 

WITH  4 

STEPS  F  2 

A1  BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

7 

MOVE  CART  FROM  PANBRAKE  TO  WORKTABLE 

A1  BO 

G1 

A54 

B3 

FI 

AO 

1.00 

600 

TOTAL  TMU  10440. 


File  Description  ?  BEND  SHEETMETAL  LAP  ENDS  FOR  TRANSFORMER 
OUTPUT  tO  line-printer  <Y  or  N>  ? 


2^7 


File  Description  ?  ASSEMBLE  TRANSFORMER 
output  to  line-printer  <Y  or  N>  ?  N 


(39, 101) 

FIT  •  W12  TRANSF . M2  8 

ASSEMBLE  TRANSFORMER  WITH  HAMMER  AT  SHEETMETAL  SHOP 
PER  TRANSFORMER  OFG :  4  2  9-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV  SHEETMETAL 

*  15 ' X9 '  TO  10 ' X14 ' X18 '  LG 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F2 

A1  BO  '  G1  A6  BO  P3  AO  2.00 

2  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (45 

6  7  ) 

A1  B0  G1  ( A1  B0  P0  F 6  )  A1  B0  FI  A0  (4)  1.00 

3  POSITION  SHEETMETAL  [TOP]  FROM  WORKTABLE  TO  SHEETMETAL 

[BOTTOM]  AT  WORKTABLE  WITH  3  STEPS 

A1  B0  G1  A6  B0  P6  A0  1.00 

4  PLACE  SETTING  TOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F6 

A1  B0  G1  A1  B0  F3  A0  6.00 

5  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  B0  G1  ( A1  B0  PO  F 6  )  A1  B0  FI  A0  (6)  1.00 

6  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT'  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  B0  G1  ( A1  B0  PO  F 6  )  A1  B0  FI  A0  (6)  1.00 

7  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  10  (4567) 

A1  B0  G1  ( A1  B0  P0  F32  )  A1  B0  PI  A0  (10)  1.00 


8  FASTEN  [BEND]  SHEETMETAL  CLAP  FLANGES 3  AT  WORKTABLE  3 
WRIST-STROKES  USING  HANDFORMERS  AT  WORKTABLE  AND  ASIDE 
P  F  8  (4  5  6  7) 


A1  B0  G1 

( A1  B0  P3 

F10 

)A1 

B0 

PI 

A0 

(8) 

1.00 

9  INSPECT  SHEETMETAL 

AT  WORKTABLE 

9  POINTS 

A0  B0  GO 

A0  B0  P0 

T10 

A0 

B0 

PO 

A0 

1.00 

TOTAL  TMU 


220. 

320. 

140. 

360. 

460. 

460. 

3340. 

1160. 

100. 

6560. 


File  Description  ?  ASSEMBLE  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ? 


34480 


<  5 '///■£/¥ a/4L  SAAAOL 


/ 


/ 2  "x  /jj  "  A  /  2  /0  ">  / 8  "16-  7ZM  SJMMiL 


fA/5 

2 6 

S3. 

M/JJ 

'>y?o 

/2A#£  Ou / 

/£5ZO 

/6 

Af/AJ' 

'  /  S  ^  3 

.  U£LO' 

/  9  /$  O 

// 

warn 

e?d>  c 

J~o/aL  701  cs: 

£6.680 

3  4 

pi/v. 

~Z,c- 

File  Description  ?  MARK  OUT  SHEETMETAL  FOR  TRANSFORMER 

to  line-printer  <Y  or  N>  ?  N 

(39, 101) 

FIT  *W11  TRANSF.MOl 

MARK  OUT  SHEETMETAL  FOR  TRANSFORMER  WITH  AWL  AT  SHEET  METAL  SHOP 
PER  TRANSFORMER  OFG :  4  23-JUN-83 

NASSCO  SHEET  METAL  SHAPE  1 

*  11  GAUGE  GALV.  SHEET  METAL 

*  10 ' X12 '  TO  12 ' X10 ' X18 '  LG 

*  MARK  OUT  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE.  FROM  WORKTABLE  TO  SHEET  METAL  AT 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00 

2  PLACE  WEIGHT  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

WITH  3  STEPS  F2 

-A1  BO  G1  A6  BO  P3  AO  2.00 

3  MARK  LINE  FROM  TEMPLATE  TO  SHEET  METAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  8  (4  567 

A1  B0  G1  ( A1  B0  PI  R16  )  A1  B0  PI  AO  (8)  1.00 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT&  WORKTABLE 

A1  B0  G1  A1  B0  P  6  A0  1.00 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  B0  G1  ( A1  B0  PO  F3  )  A1  B0  FI  A0  (4)  1.00 

6  REPLACE  WEIGHT  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE. 

WITH  3  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS 

A1  B0  G1  A6  B0  P3  A0  1.00 

8  PLACE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS 

A1  B0  G1  A6  B0  P3  A0  1.00 

9  MARK  CORNERS  FROM  CORNER  TEMPLATE  TO  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 
1  6(4  5  6  7) 

A1  B0  G1  (A1  B0  PI  R3  )  A1  B0  PI  A0  (16)  1.00 

10  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  47  (4567) 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  BO  PI  A0  (47)  1.00 

11  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  47  (4  56  7) 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (47)  1.00 

12  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  34  (4567 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (34)  1.00 


140 

220 

1480 

90 

200 

220 

110 

110 

840 

2390 

2390 

1740 


TOTAL  TMU 


9930 


(39, 9101) 

FIT  wl2  TRANSF . MO 2 

MARK  OUT  SHEETMETAL  TOP  FOR  TRANSFORMER  WITH  AWL  AT  SHEETMETAL 

';..‘.)bhqp 

R  TRANSFORMER  OFG:  4  23-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  11  GAUGE  GALV.  SHEETMETAL 

*  10 1 X12 1  TO  12 ' X10 ' 

*  MARK  OUT  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

2  PLACE  WEIGHT  FROM  WORKTABLE  TO  SHEETMETAL  AT  WORKTABLE 

WITH  3  STEPS 

A1  B0  G1  A6  B0  P3  A0  1.00  110. 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  3  (4567 


A1  B0  G1  ( A1  B0  PI 

R16 

)A1 

B0  PI 

A0  (3) 

1.00 

580 

4 

REPLACE  WEIGHT  FROM  TEMPLATE  AT 

WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS 

A1  B0 

G1 

A6 

B0  P3 

A0 

1.00 

110 

5 

REPLACE  TEMPLATE  FROM  SHEETMETAL  AT 

WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS 

A1  B0 

G1 

A6 

B0  P3 

A0 

1.00 

110 

6 

PLACE  CORNER  TEMPLATE  FROM  WORKTABLE 

TO 

SHEETMETAL  AT 

WORKTABLE  AND  ASIDE  PF .  4  (4  567) 

A1  B0 

G1 

( A1 

B0  P3 

A0) 

1.00 

180 

7  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  1 
DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 


A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (8)  1.00  440. 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  4  (  4  5  67) 

A1  B0  G1  ( A1  B0  PI  R16)  A1  B0  PI  A0  (4)  1.00  760. 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  20  (4567) 

A1  B0  G1  ( A1  B0  PI  R3 )  A1  B0  PI  A0  (20)  1.00  1040. 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  20  (4567) 


A1  BO  G1  ( A1 

BO 

Pi 

R3 )  A1 

BO 

PI 

AO  (20) 

1.00 

1040 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO  CART 

AT 

WORKTABLE 

WITH 

4  STEPS  F  2 

A1 

BO 

G1  A6 

BO 

F3 

AO 

2.00 

220 

MOVE 

CART  FROM  WORKTABLE 

TO 

14FT 

.  SHEAR 

A1 

BO 

G1  A152B0 

PI 

AO 

1.00 

1550 

TOTAL  TMU  62  80. 

File  Description  ?  MARK  OUT  SHEETMETAL  TOP  FOR  TRANSFORMER 


OutPut  to  line-printer  <Y  or  N>  ? 


Please  input  file  <TRANSF.M03>  ? 


£yl>File  Description  ?  SHEAR  SHEETMETAL  FOR  TRANSFORMER 
Output  to  line-printer  <Y  or  N)  ?  N 
(39, 101) 


FIT 

wl2 

SHEAR  SHEETMETAL 

TRANSF.M03 

FOR  TRANSFORMER  WITH 

14FT  SHEAR 

AT  SHEETMETAL 

SHOP 

PER 

TRANSFORMER 

OFG : 

4  23- JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  11  GAUGE  GALV,  SHEETMETAL 

*  10 ' X12 '  TO  12 ' X10 ' X18 '  LG 
* C  MARK  OUT  USING  TEMPLATE 

FITTER  BEGINS  AT  14FT. SHEAR 


1  POSITION  SHEETMETAL2  FROM  CART  AT  14FT. SHEAR  TO 
14FT. SHEAR  WITH  4  STEPS  F2 


A1 

80  G1 

A6 

B0 

P  6 

AO 

2.00 

280 

2 

PUSH  14FT . SHEAR-FOOTPEDALL 

PROCESS 

F2 

A1 

B0  G1 

Ml 

X3 

IO 

AO 

2.00 

120 

3 

POSITION  SHEETMETAL2  FROM  14FT. SHEAR  TO 

14FT 

’.SHEAR  F7 

A1 

B0  G1 

A1 

B0 

P  6 

AO 

7.00 

630 

4 

PUSH  14FT. SHEAR-FOOTPEDALL  ] 

PROCESS  F 

2 

A1 

B0  G1 

Ml 

X3 

IO 

AO 

2.00 

120 

5 

PLACE  SHEETMETAL2  FROM  14FT 

.SHEAR  TO 

CART  AT 

14FT. SHEAR 

WITH  10  STEPS  F2 

A1 

B0  G1 

A16 

B0 

P3 

AO 

2.00 

420 

6 

MOVE  CART  FROM  14FT. SHEAR  TO  WORKTABLE 

A1 

B0  G1 

A152B3 

PI 

AO 

1.00 

1580 

TOTAL  TMU  3150 


File  Description  ?  SHEAR  SHEETMETAL  FOR  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ? 


e  CTRANSF . MO  4 >  ? 


File  Description  ?  CUT  SHEETMETAL  FOR  TRANSFORMER 
(^‘.S Output  to  line-Printer  <Y  or  N>  ?  N 
(39,101) 

FIT  »W12  TRANSF.M04 

CUT  SHEETMETAL  FOR  TRANSFORMER'  WITH  SABER-SAW  AT  SHEETMETAL  SHOP 
PER  TRANSFORMER  OFG :  4  23-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  11  GAUGE  GALV.  SHEETMETAL 

*  10'X12'  TO  1 2'XIO'X  18'  LG 

*  CUT  AREA  THAT  CAN  NOT  BE  CUT  ON  - 

*  -SHEAR  AND  CORNERS 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  F2 


A1  BO  G1  A6  BO 

F3 

AO 

2.00 

220 

2 

MOUE  SABER-SAW2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3 

PI 

AO 

1.00 

1970 

3 

POSITION  SABER-SAW  FROM  WORKTABLE  TO  SHEETMETAL 

AT 

WORKTABLE  FI  3 

A1  BO  G1  A1  BO 

P  6 

AO 

13.00 

1170 

4 

OPERATE  SABER-SAW  AT  WORKTABLE  PROCESS  F15 

A1  BO  G1  M6  X67 

TO 

AO 

15.00 

11250 

5 

REPLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F2 

A1  BO  G1  A6  BO 

P3 

AO 

2.00 

220 

6 

MOVE  CART  FROM  WORKTABLE  TO  1 4FTHYDROPRESSBRAKE 

A1  BO  G1  A96  BO 

Pi 

AO 

1.00 

990. 

TOTAL  TMU  15820. 


File  Description  ?  CUT  SHEETMETAL  FOR  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ? 


78,2*'° 


File  Description  ?  BEND  SHEETMETAL  FOR  TRANSFORMER 
output  to  line-printer  <Y  or  N>  ?  N 


(39, 101) 

FIT  -W12  TRANSF.M05 

BEND  SHEETMETAL  FOR  TRANSFORMER  WITH  14FT.  HYDRO-PRESS-BRAKE  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  23-JUN-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  11  GAUGE  GALV  .  SHEETMETAL 

*  10'X12'  TO  12 1 XIO 1 X18 1  LG 
FITTER  BEGINS  AT  1 4FTHYDROPRESSBRAKE 

1  POSITION  SHEETMETAL  FROM  CART  AT  1 4FTHYDROPRESSBRAKE 
TO  14FTHYDROPRESSBRAKE  WITH  4  STEPS 


A1  BO  G1 

A6 

BO 

P  6 

AO 

1.00 

140 

2 

PUSH  14FTHYDROPRESSBRAKE-FOOTPEDAL 

PROCESS 

A1  BO  G1 

Ml 

X24 

10 

AO 

1.00 

270 

3 

POSITION  SHEETMETAL  FROM  1 4FTHYDROPRESSBRAKE 

TO 

14FTHYDROPRESSBRAKE  WITH  4  STEPS 

A1  BO  G1 

A6 

BO 

P  6 

AO 

1.00 

140 

4 

PUSH  14FTHYDROPRESSBRAKE-FOOTPEDAL 

PROCESS 

— A1  BO  G1 

Ml 

X24 

IO 

AO 

1.00 

270 

5 

REPLACE  SHEETMETAL2  FROM  1 4FTHYDROPRESSBRAKE 

TO 

CART  AT 

14FTHYDROPRESSBRAKE  WITH  4  STEPS 

A1  BO  G1 

A6 

BO 

P3 

AO 

1.00 

110 

MOVE  CART  FROM  1 4FTHYDROPRESSBRAKE  TO  WORKTABLE 

A1  BO  G1 

A9  6 

B3 

PI 

AO 

1.00 

1020 

TOTAL  TMU  1950. 

File  Description  ?  BEND  SHEETMETAL  FOR  TRANSFORMER 

209.20 


Please-input  file  <TRANSF.M06>  ? 


v~’  le  Description  ?  WELD  TRANSFORMER 

OutPut  to  line-Printer  <Y  or  N>  ?  N 

(  39,101) 

WELD  .W01  TRANSF.M06 

WELD  TRANSFORMER  WITH  ARC  (STICK)  WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  TRANSFORMER  DFG;  4  19-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  1 

*  11  GAUGE  GALV.  SHEETMETAL 

*  10 ' X12 '  TO  12 ' X10 ' X18 '  L 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 


1 

FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

2 

A1  BO  G1  A6  BO  P3  AO 

FITTER  MOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

2.00 

220  . 

3 

— A1  BO  G1  A131B3  PI  AO 

PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 
WELDTABLE  WITH  4  STEPS  F  2 

1.00 

1370  . 

4 

A1  BO  G1  A6  BO  P3  AO 

WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

2.00 

220  . 

5 

A3  BO  G1  Ml  XO  10  A32 

WELDOR  TURN  CURRENT  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 
WELDMACHINES  TO  ON  AT  WELDMACHINES 

1.00 

370  . 

6 

A1  BO  G1  M3  XO  10  A1 

WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  2 

1.00 

60. 

7 

A3  B3  G1  A1  BO  P6  AO 

WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  2 

2.00 

280. 

8 

A1  BO  G1  Ml  X10  10  AO 

WELDOR  FASTEN  WELDROD  TO  STINGER1  AT  WELDTABLE  1 
WRIST-TURN  USING  HAND  F  8 

2.00 

260. 

9 

A1  BO  G1  A1  BO  PI  F3  AO  BO  PO  AO 

FULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  8 

8.00 

560, 

10 

A1  BO  G1  Ml  XO  10  A1 

POSITION  STINGER-BUTT0N1  FROM  WELDTABLE  TO  SHEETMETAL 

AT  WELDTABLE  F  8 

8.00 

320  . 

11 

A1  BO  G1  A1  BO  P  6  AO 

OPERATE  WELD  STINGER-BUTT0N2  AT  WELDTABLE  PTIME  65  S  F 

6 

A1  BO  G1  M6  X17310  AO 

PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  8 

8.00 

720  . 

12 

6.00 

10860. 

13 

A1  BO  G1  Ml  XO  10  A1 

WELDOR  LOOSEN  SLAG  FROM  SHEETMETAL  ASSEMBLY  AT 

WELDTABLE  5  STRIKES  USING  SLAGHAMMER  AT  WELDTABLE 

ASIDE  PF  3  (4567) 

8.00 

320. 

14 

A1  BO  G1  ( A1  BO  PO  LI 6  )  A1  BO  PI  AO  (3) 

WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 

1.00 

550. 

15 


16 


ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
1  2  (4  5  6  7) 


A1 

BO  G1 

( A1  BO 

PI 

CIO 

)A1  BO  PI 

AO  (12) 

1.00 

1480 

REPLACE  SHEETMETAL 

ASSEMBLY 

FROM  WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4 

STEPS  F  2 

A1 

BO 

G1 

A6  BO  P3 

AO 

2.00 

220 

FITTER  HOVE 

CART  FROM  WELDTABLE 

TO 

WORKTABLE 

A1 

BO 

G1  ‘ 

A131BO "  PI 

AO 

1.00 

1340 

TOTAL  TMU  19150 


File  Description  ?  WELD  TRANSFORMER 
OUtPut  to  line-printer  <Y  or  N>  ? 


7'y^'^c  g"x  7'\  3J-S6  TSfA/SttVeAt 


File  Description  ?  MARK  OUT  TRANSFORMER 


Putput  to  line-Printer  <Y  or  N>  ?  N 
39,  1) 

FIT  •  Wll  TRANSF.M30 

MARK  OUT  SHEETMETAL  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER 
WITH  AWL  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG:  4  18 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  7 . X6 '  TO  8 ' X7 ' X31 '  RECT,  TO  — 

*  — RECT.  TRANSFORMER 

*  MARK  OUT  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  AT 

WORKTABLE  WTIH  3  STEPS  F  4 

A1  BO  G1  A6  BO  P6  AO 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  16  (455 

7  ) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (16) 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

F  6 

A1  BO  G1  A1  BO  P  6  AO 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  P0  F3  )  A1  BO  Pi  AO  (6) 

5  REMOVE  WEIGHTS  FROM  TEMPLATES  AT  WORKTABLE  TO  WORKTABLE 
WITH  3  STEPS  F  5 

A1  BO  G1  A6  BO  PI  AO 

7  REMOVE  TEMPLATES  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  Pi  AO 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  16  (  4  5  6  7  ) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (16) 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  45  (  4  5  67  ) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (45) 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

A1  BO  G1  ( A1  BO  Pi  R3  )  A1  BO  Pi  AO  (52) 

11  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

12  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO 


2.00 

220. 

4.00 

560. 

1.00 

2920. 

6.00 

540. 

1.00 

280. 

6.00 

540. 

2.00 

120 

1.00 

2920 

1.00 

2290. 

1.00 

2640. 

2.00 

220. 

1.00 

700. 

TOTAL  TMU 


13950. 


File  Description  ?  SHEAR  SHEETMETAL  FOR  TRANSFORMER 


.^Output  to  line-printer  <Y  or  N>  ?  N 

(39,  1  ) 

FIT  .  wll  TRANSF.M31 

SHEAR  SHEETMETAL  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER  WITH 
SMALL  8FT .  SHEAR  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  DFG:  4  18-MAY-83 

NASSOC  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV,  SHEETMETAL 

*  7 . X6 '  TO  8 ' X7 ' X31 ' L  RECT .  TO  — 

*  —RECT .  TRANSFORMER 

*  COMPLETE  SHEARING  AT  WORKTABLE  — 

*  —  WITH  UNI-SHEAR 
FITTER  BEGINS  AT  SMALLSHEAR 


1 

POSITION  SHEETMETAL2  FROM  CART  AT  SMALLSHEAR 

TO 

SMALLSHEAR  WITH  4.  STEPS  F  2 

A1  BO 

G1 

A6  BO 

F  6 

AO 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

F  2 

A1  BO 

G1 

Ml  X5 

10 

AO 

2.00 

180 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO  SMALLSHEAR  F  8 

A1  BO 

G1 

A1  BO 

P  6 

AO 

8.00 

720 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

F  12 

A1  BO 

G1 

Ml  X5 

10 

AO 

12  .  oo 

1080 

5 

REPLACE  SHEETMETAL2  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  10  STEPS  F  2 

A1  BO 

G1 

A15  BO 

P3 

AO 

2.00 

420 

MOVE  CART  WITH  SHEETMETAL2  FROM 

SMALLSHEAR  TO  WORKTABLE 

A1  BO 

G1 

A67  B3 

PI 

AO 

1.00 

730 

TOTAL  TMU  3410 


TYPE  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  CUT  CORNERS  FOR  TRANSFORMER 

f.v^utput  to  line-printer  <Y  or  N>  ?  N 

(  399  1) 

FIT  •  ill  TRANSF.M32 

CUT  CORNERS  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER  WITH  SNIPS 
AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  DFG :  4  ll-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV,  SHEETMETAL 

*  7.X6.  TO  8.X7.X31.  LG  RECT . — 

*  — TO  RECT.  TRANSFORMER 

*  FLATTEN  CORNERS  AFTER  CUTTING 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  Pi  AO  1.00  1970. 

3  OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  F  2 

A1  BO  G1  M6  X173I0  AO  2.00  3620. 

4  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTBLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  16  (4557) 

A1  BO  G1  ( A1  BO  P3  C3  )  A1  BO  PI  AO  (16)  1.00  1160. 

5  FASTEN  [FLATTEN]  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  ; HAMMER  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PO  F6  )  A1  BO  PI  A0  (16)  1000  1160. 

6  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

7  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  LAPOUT 

A1  BO  G1  A54  BO  Pi  AO  1.00  570. 


TOTAL  TMU  8  8  10. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


12,220 


File  Description  ?  FORM  LAP  ENDS  FOR  TRANSFORMER 
Output  to  line-Printer  <Y  or  N>  ?  N 


(39,1) 

FIT  .Wll  TRANSF.M33 

FORM  LAP  ENDS  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER  WITH 
LAPOUT  (ROTARY  MACHINE)  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG:4  18 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  7 ' X 6 '  TO  8  '  X7 ' X31 ' L  RECT .  TO  — 

*  ~~  RECT.  TRANSFORMER 
FITTER  BEGINS  AT  LAPOUT 


1 

PLACE  SHEETMETAL2  FROM  CART 

AT  LAPOUT  TO 

LAPOUT 

WITH  4 

STEPS  F2 

A1 

BO 

G1  A6 

BO  P3 

AO 

2.00 

220 

2 

PUSH  LAPOUT-SWITCH  PROCESS  F 

2 

A1 

BO 

G1  Ml 

XI 6  10 

AO 

2.00 

380 

3 

PUSH  AND  GUIDE  SHEETMETAL  THROUGH  LAPOUT  WITH  2 

STEPS 

F  2 

A3 

BO 

G1  Ml 

X0  13 

AO 

2.00 

160 

4 

REPLACE  SHEETMETAL  FROM  LAPOUT 

TO  CART 

AT  LAPOUT  WITH 

4  STEPS  F  2 

A1 

BO 

G1  A6 

BO  P3 

AO 

2.00 

220 

5 

MOVE  CART  WITH  SHEETMETAL2  FROM 

LAPOUT  TO  PITTSBURGH 

AL 

BO 

G1  A6 

BO  PI 

AO 

1.00 

90 

TOTAL  TMU  107  0, 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  FORM  PITTSBURGH  LOCK  FOR  TRANSFORMER 
output  to  line-Printer  <Y  or  N>  ?  N 
(39,1) 

FIT  .Wll  TRANSF . M3 4 

FORM  PITTSBURGH  LOCK  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER 
WITH  PITTSBURGH  MACHINE  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  ll-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  7 ' X6 '  TO  8 ' X7 ' X3L ' L  RECT .  TO  — 

*  —  RECT.  TRANSFORMER 

*  FORM  PITTSBURGH  ON  BOTTOM  SECTION  AND — 

*  —  90  DEGREE  EDGE  ON  TOP  SECTION 
FITTER  BEGINS  AT  PITTSBURGH 


1  PLACE  SHEETMETAL2  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 
WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220. 

2 

PUSH  PITTSBURGH 

-BUTTON  PROCESS  F 

4 

A1  BO 

G1 

Ml 

X32 

10 

AO 

4.00 

1400 

3 

PUSH  AND  GUIDE 

SHEETMETAL2  THROUGH 

PITTSBURGH  WITH  2 

STEPS  F  4 

A3 

BO 

G1 

Ml 

X0 

13 

AO 

4.00 

320 

4 

REPLACE  SHEETMETAL2  FROM  PITTSBURGH 

TO  CART 

AT 

PITTSBURGH  WITH  4  STEPS  F  2 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

5 

MOVE  CART  FROM 

PITTSBURGH  TO 

LEAFBRAKE 

A1 

BO 

G1 

A32 

BO 

PI 

AO 

1.00 

350 

TOTAL  TMU  2510. 


TYpe  D, EM, CT, EW, EX, L, LD, LS, T, W  <or  H  for  help>  ? 


File  Description  ?  BEND  SHEETMETAL  FOR  TRANSFORMER 
output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  *W11  TRANSF.M35 

BEND  SHEETMETAL  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER  WITH 
LEAF  BRAKE  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  ll-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  7 ' X6 '  TO  8 ' X7 ' X31 '  RECT .  TO  — 

*  —  RECT  TRANSFORMER 

*  BEND  UP  SIDES  OF  TRANSFORMER  90  DEGREES 
FITTER  BEGINS  AT  LEAFBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  LEAFBRAKE  TO 
LEAFBRAKE  WITH  4  STEPS 


A1 

BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140. 

2 

OPERATE 

LEAFBRAKE-LEVER 

PROCESS 

A1 

BO 

G1 

M6 

XI 6 

10 

AO 

1.00 

240. 

3 

POSITION  SHEETMETAL  FROM  LEAFBRAKE 

TO  LEAFBRAKE 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

1.00 

90. 

4 

OPERATE 

LEAFBRAKE-LEVER 

PROCESS 

A1 

BO 

G1 

M6 

XI 6 

10 

AO 

1.00 

240. 

5 

REPLACE 

SHEETMETAL  FROM 

LEAFBRAKE  TO  CART  AT  LEAFBRAKE 

WITH  4 

STEPS 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110. 

6  MOVE  CART 

FROM  LEAFBRAKE 

TO 

PANBRAKE 

A1 

BO 

G1 

A42 

BO 

PI 

AO 

1.00 

450  . 

TOTAL  TMU  1270. 


TYpe  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help>  ? 


File  Description  ?  BEND  LAP  ENDS  FOR  TRANSFORMER 


output  to  line-printer  <Y  or  N>  ?  N 
(39,1) 

FIT  *W11  TRANSF.M36 

BEND  LAP  ENDS  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER  WITH 
PANBRAKE  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  12-JUL-83 

nassco  sheeTmeTal  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  7 ' X6 '  TO  8 ' X7 ' X31 '  RECT .  TO  — 

*  -  RECT.  TRANSFORMER 

*  KINK  UP  LAP  ENDS  TO  OFFSET  ANGLE 
FITTER  BEGINS  AT  PANBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  PANBRAKE  TO  PANBRAKE 
WITH  4  STEPS  F  2 


A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280. 

2 

FASTEN  NUT  [JAWS]  TO  SHEETMETAL  AT  PANBRAKE 

WITH  5 

WRIST-STROKES  USING  WRENCH  AT  PANBRAKE 

AND 

ASIDE 

A1  BO  G1  A1  BO  P3  FL6 

A1 

BO 

PI 

AO 

1.00 

240 

3 

OPERATE  PANBRAKE-LEVER  PROCESS  F  8 

A1  BO  G1 

M6 

X96 

10 

AO 

8.00 

8320, 

4 

REPLACE  SHEETMETAL2  FROM  PANBRAKE  TO 

CART  AT 

PANBRAKE 

WITH  4  STEPS  F  2 

A1  BO  G1 

A6 

E0 

P3 

AO 

2.00 

220. 

5 

MOUE  CART  FROM  PANBRAKE  TO  WORKTABLE 

i — 1 

0 

o 

PQ 

1 — 1 

A54 

B3 

PI 

AO 

1.00 

600. 

TOTAL 

TMU 

9660 . 

Type  D»Etf>CTfEU>EX*L*LD>LSfMfTfW  <or  H  for  help>  ? 


3&73° 


File  Description  7  ASSEMBLE  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ?  N 


(39, 1) 

FIT  -Wll  TRANSF .  M3 7 

ASSEMBLE  TRANSFORMER  WITH  HAMMER  AT  SHEETMETAL  SHOP 
PER  TRANSFORMER  OFG :  4  18 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  7 ' X6 '  TO  8 ' X7 ' X31  RECT .  TO  — 

*  —  RECT  TRANSFORMER 

*  FLATTEN  CORNERS  BEFORE  ASSEMBLING 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00 

2  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  TO  SHEETMETAL  AT 

WORKTABLE  3  STRIKES  USING  HAMMER  AT  WORKTABLE  AND 
ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PO  F  6 )  A1  EO  PI  AO  (4)  1.00 

3  POSITION  SHEETMETAL  [TOP]  FROM  WORKTABLE  TO  SHEETMETAL 

[BOTTOM]  AT  WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  RO  F6  AO  1.00 

4  POSITION  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  12 

A1  BO  G1  A1  BO  P  6  AO  12.00 

5  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 
USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PO  F6)  A1  BO  PI  AO  (12)  1.00 

6  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  4  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PO  F10 )  A1  EO  PI  AO  (12)  1.00 

7  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  20  (4567) 

A1  BO  G1  ( A1  BO  PO  F32 )  A1  BO  PI  AO  (20)  1.00 

8  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO  1.00 


TOTAL  TMU 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  forhelp>  ? 


110. 

320. 

140. 

1080. 

880. 

1360. 

6640. 

100. 

10630. 


3.7,360 


4- 


File  Description  ?  MARK  OUT  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,1) 

FIT  *W11  T  R  A  N  S  F 

MARK  OUT  SHEETMETAL  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER 
WITH  AWL  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  18 -MAY- 8  3 

NASSCO  SHEETMETAL  SHAPE  1 

*  18  GAUGE  GALV.  SHEETMETAL 

*  17 ' X15 '  TO  16  (  ' X18 ' X32 '  RECT  TO  — 

*  — RECT.  TRANSFORMER 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  AT 

WORKTABLE  WITH  4  STEPS  F  5 

A1  EO  G1  A6  BO  P6  AO 

3  MARK  OUTLINE  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS  USING 

AWL  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PI  R16)  A1  BO  PI  AO  (16) 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  6 

A1  BO  G1  A1  BO  P6  AO 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER.  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PO  F3 )  A1  BO  PI  AO  (  6  ) 

6  REMOVE  WEIGHTS  FROM  TEMPLATES  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  6 

A1  BO  G1  A6  HO  PI  AO 

7  REMOVE  TEMPLATES  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  PI  AO 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  (A1  BO  PI  R16  )  A1  BO  PI  AO  (16) 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  45  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (45) 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (52)  1.00  2640. 

11  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.oo  220. 

12  MOUE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  EO  G1  A67  BO  PI  AO  1.00  700. 


TOTAL  TMU  14210, 


2.00  280. 

5.00  700. 

1.00  2920. 

6.00  540. 

1.00  260. 

6.00  540. 

2.00  180. 

1.00  2920. 

1.00  2290. 


7  ffitr. 


File  Description  ?  SHEAR  SHEETMETAL  FOR  RECT .  TO  RECT .  TRANSFORMER 

C  ^Output  to  line-printer  <Y  or  N>  ?  N 

(39,1) 

FIT  •  Wll  TRANSF.M41 

SHEAR  SHEETMETAL  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER  WITH 
SHALL  8FT .  SHEAR  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG:  4  0  6-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  20  GAUGE  GALV.  SHEETMETAL 

*  17 ' X15  '  TO  16 ' X18 ' X32  '  RECT  TO  RECT.  — 

*  TRANSFORMER 

FITTER  BEGINS  AT  SMALLSHEAR 

1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

EO 

P  6 

AO 

2.00 

280 

2 

PUSH 

FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  2 

A1 

BO 

G1 

Ml 

X6 

10 

AO 

2.00 

180 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO  SMALLSHEAR  F  8 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

8.00 

720 

4 

PUSH 

FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  8 

A1 

BO 

G1 

Ml 

X6 

IO 

AO 

8.00 

720 

5 

REPLACE  SHEETMETAL  F-ROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  10  STEPS  F 

2 

A1 

BO 

G1 

A16 

BO 

P3 

AO 

2.00 

420 

6 

MOUE 

CART  WITH  SHEETMETAL  FROM 

SMALLSHEAR  TO  WORKTABLE 

A1 

BO 

El 

A67 

B3 

PI 

AO 

1 . 00 

730 

TOTAL  TMU  3050, 


Type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  CUT  CORNERS  FOR  RECT .  TO  RECT  TRANSFORMER 
output  to  line-printer  <Y  or  N>  ?  N 
(3  9  9  1) 

FIT  *W11  TRANSF.M42 

CUT  CORNERS  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER  WITH 
UNI-SHEAR  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  0  6-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  18  GAUGE  GALV.  SHEETMETAL 

*  17 ' X15 '  TO  1 6 ' X18 ' X32 ' L  RECT  TO  RECT. — 

*  —TRANSFORMER 

*  FLATTEN  CORNERS  AFTER  CUTTING 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

'  A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

3  OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  F  4 

A1  B0  G1  M6  X173I0  AO  4.00  7240. 

4  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  P3  C3  )  A1  EO  PI  AO  (16)  1.00  1160. 

5  FASTEN  [FLATTEN]  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

■  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4  5  6  7) 

A-'  A1  BO  G1  ( A1  BO  PO  F6  )  A1  B0  FI  AO  (12)  1.00  880. 

6  REPLACE  SHEETMETAL  FROM'  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

7  MOUE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  LAPOUT 

A1  BO  G1  A54  BO  PI  AO  1.00  570. 


TOTAL  TMU  12  2  6  0. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


/:TJV£ 


File  Description  ?  FROM  LAP  ENDS  FOR  RECT  TO  RECT .  TRANSFORMER 

(^.Output  to  line-printer  <Y  or  ?  N 

(39,1) 

FIT  -Wll  TRANSF.M43 

FORM  LAP  ENDS  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER  WITH 
LAPOUT  (ROTARY  MACHINE)  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG:  4  07-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  18  GAUGE  GLAV.  SHEETMETAL 

*  17 ' X15 '  TO  1 6 ' X18 ' X32 ' L  RECT.  TO  — 

X  RECT .  TRANSFORMER 

FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  2 


A1 

BO 

G1 

A6 

BO  P3 

A0 

2.00 

220 

2 

PUSH 

LAPOUT-SWITCH  PROCESS  : 

F  2 

A1 

BO 

G1 

Ml 

XI 6  10 

A0 

2.00 

380 

3 

PUSH 

AND  GUIDE 

SHEETMETAL2 

THROUGH 

LAPOUT  WITH 

2  STEPS. 

F  2 

A3 

BO 

G1 

Ml 

X0  13 

A0 

2.00 

160 

4 

REPLACE  SHEETMETAL  FROM  LAPOUT 

TO  CART 

AT  LAPOUT  WITH 

4  STEPS  F  2 

A1 

BO 

G1 

A6 

B0  P3 

AO 

2.00 

220 

5 

MOVE 

CART  WITH 

SHEETMETAL^  FROM  LAPOUT  TO  PITTSBURGH 

A1 

BO 

G1 

A6 

B0  PI 

AO 

1.00 

90 

TOTAL  TMU  1070. 

Type  D, EM, CT, EW, EX, L, LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


16,3080 


File  Description  ?  FORM  PITTSBURGH  LOCK  FOR  TRANSFORMER 


output  to  line-printer  <Y  or  N>  ?  N 
(39,1) 

FIT  -Wll  TRANSF.M44 

FORM  PITTSBURGH  LOCK  FOR  REACTANGULAR  TO  RECTANGULAR  TRANSFORMER 
WITH  PITTSBURGH  MACHINE  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  0  6-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  18  GAUGE  GALV.  SHEETMETAL 

*  17 ' X15  '  TO  16 ' X18 ' X32 ' L  RECT  .  TO  — 

*  — RECT .  TRANSFORMER 

*  FORM  PITTSBURGH  ON  BOTTOM  SECTION  AND — 

*  —90  DEGREE  EDGE  ON  TOP  SECTION 
FITTER  BEGINS  AT  PITTSBURGH 

1  PLACE  SHEETMETAL  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  E0  P3  AO 

2  PUSH  PITTSBURGH-BUTTON  PROCESS  F  4 

A1  BO  G1  Ml  X32  10  AO 

3  PUSH  AND  GUIDE  SHEETMETAL  THROUGH  PITTSBURGH  WITH  2 

STEPS  F  4 

A3  BO  G1  Ml  XO  13  AO 

4  REPLACE  SHEETMETAL  FROM  PITTSBURGH  TO  CART  AT 

PITTSBURGH  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

5  MOVE  CART  WITH  SHEETMETAL  FROM  PITTSBURGH  TO 

CORNICEBRAKE 

A1  BO  G1  A24  BO  PI  AO 


2.00  220. 

4.00  1400. 

4.00  320. 

2.00  220. 

1.00  270. 


TOTAL  TMU  2430. 


/8&/0 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  BEND  SHEETMETAL  FOR  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,1) 

FIT  •  wl  1  TRANSF.M45 

BEND  SHEETMETAL  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER  WITH 
CORNICEBRAKE  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  07  -JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  18  GAUGE  GALV.  SHEETMETAL 

*  17 ' X15 '  TO  16 ' X18 ' X32 '  RECT .  TO — 

*  RECT.  TNSFORMER 

*  BEND  UP  SIDES  OF  TRANSFORMER  90  DEGREES 
FITTER  BEGINS  AT  CORNICEBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  CORNICEBRAKE  TO 
CORNICEBRAKE  WITH  4  STEPS 


A1  BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140 

2 

OPERATE 

CORNICEBRAKE-LEVER  PROCESS 

A1  EO 

El 

M6 

X42 

10 

AO 

1.00 

500 

3 

POSITION 

SHEETMETAL  FROM  CORNICEBRAKE  TO  CORNICEBRAKE 

1.00 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

90 

4 

OPERATE 

CORNICEBRAKE-LEVER  PROCESS 

A1  BO 

G1 

M6 

X42 

10 

AO 

1.00 

500 

5 

REPLACE 

SHEETMETAL  FROM  CORNICEBRAKE  TO 

CART 

AT 

CORNICEBRAKE  WITH  4  STEPS 

A1  BO 

El 

A6 

BO 

P3 

AO 

1.00 

110 

5 

HOVE'  CART  WITH  SHEETMETAL2  FROM 

CORNICEBRAKE 

TO 

PANBRAKE 

A1  BO 

El 

A10 

BO 

PI 

AO 

1.00 

130 

TOTAL  TMU  1470. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help>  ? 


30}23d 


File  Description  ?  BEND  SHEETMETAL  FOR  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,1) 

FIT  •  W  1  1  TRANSF.M46 

BEND  SHEETMETAL  FOR  TRANSFORMER  WITH  PAN-BRAKE  AT  SHEETMETAL  SHOP 
PER  TRANSFORMER  OFG :  4  07-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  18  GAUGE  GALV.  SHEETMETAL 

*  17 ' X15 '  TO  1 6 ' X18 ' X32 '  LG  RECT . — 

*  — TO  RECT.  TRANSFORMER 
FITTER  BEGINS  AT  PANBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  PANBRAKE  TO  PANBRAKE 
WITH  4  STEPS  F  2 


A1  BO  G1 

A6 

BO 

P  6 

AO 

2  0  0 

280 

2 

FASTEN  NUT  [JAWS]  TO  SHEETMETAL  AT 

PANBRAKE 

WITH  4 

WRIST-STROKES  USING  WRENCH  AT  PANBRAKE 

AND 

ASIDE  F  2 

A1  BO  G1  A1  BO  P3  F16 

A1 

BO 

PI 

AO 

2.00 

480 

3 

OPERATE  PANBRAKE-LEVER  PROCESS  F  2 

A1  BO  G1 

M6 

X96 

TO 

AO 

2.00 

2080 

4 

POSITION  SHEETMETAL  FROM  PANBRAKE  TO  PANBRAKE  F 

6 

A1  BO  G1 

A1 

BO 

P  6 

AO 

6.00 

540. 

5 

OPERATE  PANBRAKE-LEVER  PROCESS  F  6 

A1  BO  G1 

M6 

X96 

TO 

AO 

6.00 

6240. 

6 

REPLACE  SHEETMETAL  FROM  PANBRAKE  TO 

CART  AT 

PANBRAKE 

WITH  4  STEPS  F  2 

A1  BO  G1 

A6 

BO 

P3 

AO 

2.00 

220 

7 

MOUE  CART  FROM  PANBRAKE  TO  WORKTABLE 

A1  BO  G1 

A54 

B3 

FI 

AO 

1.00 

600 

TOTAL  TMU  10440, 


Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ? 


30720 


File  Description  ?  ASSEMBLE  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,1) 

FIT  .Ull  TRANSF.M47 

ASSEMBLE  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER  WITH  HAMMER  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG:  4  07-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  18  GAUGE  GALV.  SHEETMETAL 

*  17  ' X15 '  TO  16  'X18 'X32 '  RECT .  TO  — 

*  —RECT,  TRANSFORMER 

*  FASTEN  TOP  TO  BOTTOM  WITH  PITTSBURGH 

*  LOCK 

FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (45 

6  7  ) 

A1  BO  G1  ( A1  BO  PO  F 6  )  A1  BO  PI  AO  (4)  1.00  320. 

3  POSITION  SHEETMETAL  [TOP]  FROM  WORKTABLE  TO  SHEETMETAL 

[BOTOTM]  AT  WORKTABLE  WITH  2  STEPS 

A1  BO  El  A3  BO  P6  AO  1.00  110 

4  POSITION  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  F  12 

A1  BO  G1  A1  BO  P  6  AO  12.00  1080. 

5  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PO  F6  )  A1  BO  PI  AO  (12)  1.00  880. 

6  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  4  STRIKES 

USING  HAMMER- AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  El  ( A1  EO  PO  F10  )  A1  EO  PI  AO  (12)  1.00  1360. 

7  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  20  (  4  5  6  7  ) 

A1  BO  El  ( A1  BO  PO  F32  )  A1  BO  PI  AO  (20)  1.00  6640. 

8  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO  1.00  100. 


TOTAL  TMU 


10710, 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


41430 


/ 


A/// /o 

TITLE  (  •  REQUIRED) 


fszwJfe/  7/^mja/auca 


j  SPECIAL  CONDITIONS  /  *•  KEYPCINTS 


I  MA.S.S.C0.  S/t£C6/CAtL  StfSSf  #/ _ 

\%/#  <Uo&?  £4tv. j/x/rA/ox  /AxAa"  etc/. /a  &■?/■  iwy 


DATA  UNIT 
TO  3E  PILED 


•  ACTIVITY-  A/AA/t _ ._ 

-•  OBJECT:  ,5 V/£r£yfaey&/--  - _ 

□in-  Don  □?or 

PRODUCT /SO  U I  PM  ENT: _ _ 

T001-:  JA/A _ 1 _ 

•  Qto  Sat 

SIZE/CAPAC1TY: _ 

»  rVCPK  AREA  ORIGIN: _ jSjflc/0 _ 

WORK  AREA  NUMBS?.: _ 
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File  Description  ?  MARK  OUT  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  -Wll  TRANSF.M50 

MARK  OUT  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER  WITH  AWL  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  2  6-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18  'X16  '  TO  18  ' X30  '  L  RECT  .  TO— 

*  —RECT .  TRANSFORMER 

*  MARK  OUT  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  AT 

WORKTABLE  WITH  3  STEPS  F  4 

A1  BO  G1  A6  BO  P6  AO 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  16  (456 

V  ) 

A1  BO  G1  ( A1  BO  PI  FI  )  A1  BO  PI  AO  (16) 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO)  TEMPLATE  AT  WORKTABLE 

WITH  3  STEPS  F  6 

A1  BO  G1  A6  BO  P6  40 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  6  (4  5  7  ) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (6) 

6  REMOVE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS  F  6 

A1  BO  G1  A6  BO  PI  AO 

7  REMOVE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  PI  AO 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  16  (  4  5  6  7  ) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (16) 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  45  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (45) 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PLF  52  (4  5  6  7) 


A1  BO  G1  A1 

BO 

PI 

R3  A1  BO  PI  AO 

1.00 

90 

11 

REPLACE 

SHEETMETAL  FROM 

WORKTABLE  TO  CART  AT  WORKTABLE 

WITH 

4 

STEPS  AND  ASIDE 

F  2 

A1 

BO 

G1  A6  BO  P3  AO 

2.00 

220 

12 

MOUE 

CART  WITH  42  STEPS 

FROM 

WORKTABLE  TO  14FT. SHEAR 

WITH 

43 

STEPS 

A81 

BO 

G1  A81  BO  PI  AO 

1.00 

1640 

2.00  220  . 

4.00  560. 

1.00  2920. 

6.00  840. 

1.00  580. 

6.00  540. 

2.00  120. 

1.00  2920. 

1.00  2290. 


TOTAL  TMU 


12640, 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  TRANSFORMER 
Output  to  line-Printer  <Y  or  N>  ?  N 
(39,1) 

FIT  *W11  TRANSF.M51 

SHEAR  SHEETMETAL  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER  WITH 
14FT .  SHEAR  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  26-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 ' X16 '  TO  18 ' X20 ' X309  L  RECTANGULAR — 

*  —  TO  RECTANGULAR  TRANSFORMER 
FITTER  BEGINS  AT  14FT. SHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  14FT. SHEAR  TO 
14FT. SHEAR  WITH  4  STEPS  F  2 


A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280. 

2 

PUSH  14FT . SHEAR-FOOTPEDAL  PROCESS  F 

2 

A1  BO  G1 

Ml 

X3 

TO 

AO 

2.00 

120. 

3 

POSITION  SHEETMETAL2  FROM  14FT. SHEAR 

:  TO 

14FT 

.SHEAR  WITH 

2  STEPS  F  7 

\ — 1 
o 

o 

m 

i — 1 

A3 

BO 

P  6 

AO 

7 . 00 

770. 

4 

PUSH  14FT. SHEAR-FOOTPEDAL  PROCESS  F 

7 

A1  BO  G1 

Ml 

X3 

10 

AO 

7.00 

420. 

5 

REPLACE  SHEETMETAL2  FROM  14FT. SHEAR 

TO  CART 

AT 

14FT. SHEAR  WITH  10  STEPS  F  2 

A1  BO  G1 

A16 

BO 

P3 

AO 

2.00 

420. 

6 

MOUE  CART  WITH  42  STEPS  FROM  14FT. SHEAR 

TO  WORKTABLE 

WITH  43  STEPS 

A81  BO  G1 

A81 

B3 

PI 

AO 

1.00 

1670. 

TOTAL  TMU  3680. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,LS,M,T,W  <or  H  for  help>  ? 


File  Description  ?  CUT  SHEETMETAL  FOR  TRANSFORMER 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,1) 

FIT  -Wll  TRANSF.M52 

CUT  SHEETMETAL  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER  WITH 
SABER-SAW  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  26-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 ' X16 '  TO  18 ' X20 ' X30 ' L  RECTANGULAR — 

*  —  TO  RECTANGULAR  TRANSFORMER 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO 

WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00 

2  MOUE  SABER-SAW2  FROM;  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00 

3  FASTEN  NUT  [SAW-BLADE]  TO  SHEETMETAL  AT  WORKTABLE  4 

WRIST-TURNS  USING  ALLEN-WRENCH  AT  WORKTABLE  AND  ASIDE 
P  F  2  (4  5  6  7) 

A1  BO  G1  ( A1  BO  P3  F10  )  A1  BO  PI  AO  (2)  1.00 

4  POSITION  SABER-SAW  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  13 

A1  BO  G1  A1  BO  P  6  AO  13.00 

5  OPERATE  SABER-SAW  AT  WORKTABLE  PROCESS  F15 

A1  BO  G1  M6  X67  10  AO  15.00 

6  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  AT  WORKTABLE  4 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4 
5  6  7) 

A1  BO  G1  ( A1  BO  PO  F10  )  A1  BO  PI  AO  (12)  1.00 

7  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

8  MOVE  CART  FROM  WORKTABLE  TO  1 4FTHYDROPRESSBRAKE 

A1  BO  G1  A96  BO  PI  AO  1.00 


TOTAL  TMU 


280 

1970 

320 

1170 

11250 

1360 

220 

990 

17560 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help>  ? 


File  Description  ?  BEND  SHEETMETAL  FOR  TRANSFORMER 


Output  to  line-printer  <Y  or  N>  ?  N 

Z9t  1) 

FIT  Wll  TRANSF.M53 

BEND  SHEETMETAL  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER  WITH 
14FTHYDROPRESSBRAKE  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  18 -MAY- 8  3 

NASSCO  SHEETMETAL  SHAPE  1 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 'XI 6'  TO  18 ' X20 ' X30 ' L  RECTANGULAR — 

*  —  TO  RECTANGULAR  TRANSFORMER 

*  BEND  UP  SIDES  OF  TRANSFORMER  90  DEGREES 

*  KINK  LAP  ENDS  TO  SUIT 

*  COMPLETE  IN  WELD  BOOTH  AREA 

*  SEE  MWELD,  TRANSF.M54 

FITTER  BEGINS  AT  1 4FTHYDROPRESSBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  1 4FTHYDROPRESSBRAKE 
TO  14FTHYDROPRESSBRAKE  WITH  4  STEPS  F  2 


A1 

BO  G1 

A6  HO 

P  6 

AO 

2.00 

280 

2 

PUSH 

14FTHYDROPRESSBRAKE-FOOTPEDAL  PROCESS  F 

2 

A1 

BO  G1 

Ml  X24 

10 

AO 

2.00 

540 

3 

POSITION  SHEETMETAL 

FROM 

14FTHYDROPRESSBRAKE  TO 

14FTHYDROPRESSBRAKE 

WITH  2. 

STEP  F 

4 

AL 

0  G1 

A3  BO 

P  6 

AO 

4.00 

440 

4 

PUSH 

14FTHYDROPRESSBRAKE-FOOTPEDAL  PROCESS  F 

2 

A1 

BO  G1 . 

Ml  X24 

10 

AO 

2.00 

540 

5 

REPLACE  SHEETMETAL2 

FROM  14FTHYDROPRESSBRAKE 

TO 

CART  AT 

14FTHYDROPRESSBRAKE 

WITH  4 

STEPS  F 

2 

A1 

BO  G1 

A6  BO 

P3 

AO 

2.00 

220. 

6 

MOVE 

CART  FROM  1 4FTHYDROPRESSBRAKE 

TO  WORKTABLE 

A1 

BO  G1 

A96  B3 

PI 

AO 

1.00 

1020 

TOTAL  TMU  304  0 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 

/3pz° 


File  Description  ?  WELD  TRANSFORMER 
OutPut  to  line-Printer  <Y  or  N>  ? 


(39, 3 ) 

WELD  *W01  TRANSF.M54 

WELD  TRANSFORMER  WITH  ARC  (STICK)  WELDING  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  TRANSFORMER  OFG :  4  21-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  1 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18X16  TO  18X30  LG  RECTANGULAR  TO  — 

*  — RECTANGULAR  TRANSFORMER 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

2  FITTER  MOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  Pi  AO  1.00 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELD  TABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  IO  A32  1.00 

5  WELDOR  TURN  CURRENT  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  B0  G1  M3  X0  IO  A1  1000 

6  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  2 

A3  B3  G1  A1  B0  P6  A0  2.00 

7  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  2 

A1  B0  G1  Ml  X10  IO  A0  2.00 

8  WELDOR  FASTEN  WELDROD  TO  STINGER1  AT  WELDTABLE  1 

WRIST-TURN  USING  HAND  F  8 

A1  B0  G1  A1  B0  PI  F3  A0  B0  PO  A0  8.00 

9  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  8 

A1  B0  G1  Ml  X0  IO  A1  8.00 

10  WELDOR  POSITION  STINGER1  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  8 

A1  B0  G1  A1  B0  P  6  A0  8.00 

11  OPERATE  STINGER-BUTTON 2  AT  WELDTABLE  PTIME  65  S  F  10 

A1  B0  G1  M6  X173I0  A0  10.00 

12  PUSH  WELDHOOD  FROM  Down  aT  WELDOr  to  up  at  welDor  f  8 

A1  B0  G1  Ml  X0  IO  A1  8.00 

13  WELDOR  LOOSEN  SLAG  FROM  SHEETMETAL  ASSEMBLY  AT 

WELDTABLE  6  STRIKES  USING  SLAGHAMMER  AT  WELDTABLE  AND 
ASIDE  F  5 

A1  B0  G1  A1  B0  PO  LI  6  A1  B0  PI  A0  5.00 

14WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 
ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
20  (4567) 

A1  B0  G14  ( A1  B0  PI  CIO  )  A1  B0  PI  A0  (20)  1.00 


2  2  0 
1370. 

220. 

370. 

60. 

280. 

260. 

560. 

320. 

720. 

18100. 

320. 

1050. 


2440. 


15 

16 


to 


REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 
WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.0  0 

FITTER  MOVE  CART  FROM  WELDTABLE  TO  WORKTABLE 

A1  BO  G1  A131B0  PI  AO  1.00 


TOTAL  TMU 


220 

1340 

27850 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 
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File  Description  ?  MARK  OUT  TRANSFORMER 


Output  to  line-Printer  <Y  or  N>  ?  N 


FIT  •  W04  T  R  A  N  S  F 

MARK  OUT  SHEETMETAL  FOR  TRANSFORMER  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  TRANSFORMER  OFG :  4  OS-MAR-83 

U  .s.s.  CAPE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS : 7  l/2'X6'TO  10'X  4  1/2' 

*  MARK  OUT  TRANSFORMER  USING  TEMPLATE 

*  CENTER  PUNCH  BEND  LINES 

*  1  TEMPLATE  1  PIECE 

*  1  PIECE  =BOTTOM  AND  SIDES  OF  TRANSFORMER 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  80  P3  AO 

2  PLACE  1  WEIGHT  FROM  WORKTABLE  TO  SHEETMETAL  AND  TEMPLATE 

AT  WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PI  '  R1 6  )  A1  BO  PI  AO  (B) 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

AND  ASIDE  PF  4  (4.56) 

A1  BO  G1  ( A1  BO  P  6  )A0  (4) 

5  FASTEN  CPUNCH  TO  WORKTABLE  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AND  ASIDE  PF  4  (  4  56  7  ) 

A1  BO  G1  (A1  BO  P0  F3  )A1  BO  PI  AO  (4) 

6  REPLACE  WEIGHT  FROM  TEMPLATE  TO  WORKTABLE  AT  WORKTABLE 

WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  TO  WORKTABLE  AT 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO 

B  PLACE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A.  5  BO  P3  AO 

9  MARK  CORNERS  FROM  CORNER  TEMPLATE  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  AWL  AND  ASIDE  PF  16  (  4  5  6  7) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (16)  1.00  840. 

10  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52)  1.00  26.40. 

11  MARK  CONSTRUCTION  LINES  ON  SHEETMETAL  AT  WORKTABLE  1 

DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  47  (4 

5  6  7) 

A1  BO  G1  ( A1  BO  PI  R3  )A1  BO  PI  AO  (47)  1.00  2390. 

MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  34  (4567 


1.00  110. 

1.00  110. 

1.00  14B0 . 

1.00  300. 

1.00  200. 

1.00  110. 

1.00  110. 

1.00  110. 


A1  BO  G1  ( A1  BO  Pi  R3  )A1  BO  F’l  AO  (34)  1,00 

TOTAL  TMU 

<pe  D  >  EM  i  CT » EU » EX  t  L  r  LB »  LS » H » T  t  W  (or  H  for  help->  ? 


1740. 

10140. 


File  Description  ?  MARK  OUT  TRANSFORMER  (TOP) 


jDytput  to  line-Printer  <Y  or  N>  ?  N 


•?  z 


(39,3) 

FIT  '  -W04 .  T  R  A  N  S  F 

MARK  OUT  SHEETMETAL  FOR  TRANSFORMER  TOP  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  TRANSFORMER  (TOP)  OFG :  4  08 -MAR- 8 3 

II,  S  .  S  .  CAPE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS : 7  1/2 ' X6 '  TO  10'X4  1/2' 

*  MARK  OUT  TRANSFORMER  TOP  USING  TEMPLATE 

*  1  TEMPLATE  1  PIECE 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  3  STEPS 

A1  HO  G1  A6  BO  P3  AO 

PLACE  1  WEIGHT  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 
WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 
DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 


1.00 


2.00 


110 

220 


A1  B0  G1  B0  (A1  BO  FI  R16  )  A1  B0  FI  AO  (4)  1.00  760 

4  REPLACE  WEIGHT  FROM  SHEETMETAL  TO  WORKTABLE  AT 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110 

5  REPLACE  TEMPLATE  FROM  SHEETMETAL  TO  WORKTABLE  WITH  3 

STEPS 

A1  BO  G1  A6  BO  F3  AO  1.00  110 

4  PLACE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  AND  ASIDE  PF  4  (456) 

A1  BO  G1  ( A1  BO  P3  )A0  (4)  1.00  130 

7  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  1 
DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 


A1  BO  G1  ( A1  BO  PI  R3  )A1  B0  PI  AO  (B)  1.00  440 

3  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 
REDPEN  AT  WORKTABLE  AND  ASIDE  PF  25  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  A0  (25)  1.00  1290 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  20  (4567) 


A1  BO 

G1  (A1  BO 

FI 

R3  )  Al 

BO 

PI 

AO  (20) 

1.00 

1040 

10 

MARK 

IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1 

DIGIT 

USING  BLACKPEN 

AT  WORKTABLE 

AND 

ASIDE  PF 

34 

(  4 

5  67  ) 

A1  BO 

G1  (A1  BO 

PI 

R3  )  Al 

B0 

PI 

A0  (34) 

1.00 

1740 

11 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO  CART 

AT 

WORKTABLE 

WITH 

4  STEPS 

Al 

BO 

G1  AS 

BO 

P3 

A  0 

1.00 

110 

1 2 

MOVE 

CART  FROM 

WORKTABLE  TO 

SMALLSHEAR 

A  1 

B0 

G1  A67 

BO 

FI 

AO 

1.00 

700 

TOTAL  TMU 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


please  input  file  <TRANSF> 


9 


File  Description  ?  SHEAR  TRANSFORMER  OUT  LINES 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  '  . W04  TRANSF . MO 3 

SHEAR  SHEETMETAL  FOR  TRANSFORMER  WITH  SHEAR  (SMALL  SHEAR)  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  03-MAR-83 

U.S.S.  CAPE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS : 7  1/2'X6'  TO  10' X4  1/2' 

*  ROUGH  CUT  TRANSFORMER  ENDS  ON  SHEAR 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  4X3  SHEETMETAL 2  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS 


A1 

B0 

G1 

A6 

B0 

P  6 

A0 

1.00 

140 

2 

PUSH  FOOTPEDAL  AT 

SMALLSHEAR 

FOR 

CUTTING 

SHEETMETAL2 

PROCESS 

A1 

B0 

G1 

Ml 

X6 

10 

A0 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO  SMALLSHEAR  WITH 

2  STEPS 

A1 

B0 

G1 

A3 

B0 

P  6 

A0 

1.00 

110 

PUSH  FOOTPEDAL  AT 

SMALLSHEAR 

FOR 

CUTTING 

SHEETMETAL 

PROCESS  F  5 

A1 

BO 

G1 

Ml 

X6 

10 

A0 

5.00 

450 

5 

PLACE  SHEETMETAL 

FROM  SMALLSHEAR 

TO 

CART 

AT 

SMALLSHEAR 

WITH  4  STEPS 

A1 

B0 

G1 

A6 

B0 

P3 

A0 

1.00 

110 

6 

MOVE  CART  FROM  SMALLSHEAR  TO 

WORKTABLE 

A1 

B0 

G1 

A67 

B3 

PI 

A0 

1.00 

730 

TOTAL  TMU  1630. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  TRANSFORMER  ENDS 

Output  to  line-Printer  <Y  or  N>  ?  N 

(39,  3)  _ 

FIT  '  . W04  TRANSF-^- 

SHEAR  SHEETMETAL  FOR  TRANSFORMER  ENDS  WITH  UNI-SHEAR  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  03-MAR-83 

U .  S  .  S  CAPE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS : 7  1/2 ' X6 '  TO  10'X4  1/2'X14'L 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS 

A1  BO  G1  A6  BO  F3  AO  1.00  110. 

2  MOVE  UNI-SHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

3  POSITION  UNI-SHEAR2  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE 

A1  BO  G1  A1  BO  P  6  AO  1.00  90. 

4  OPERATE  UNISHEAR  ON  SHEETMETAL  AT  WORKTABLE  PROCESS  F  2 

A1  BO  G1  M6  X173  10  AO  2.00  3620. 

5  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  1  CUT  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  24  (4567) 

A1  BO  G1  (A1  BO  P3  Cl)  A1  BO  PI  AO  (24)  1.00  1240. 

6  FASTEN  (  FLATEN  )  SHEETMETAL  CORNERS  ON  SHEETMETAL  AT 

WORKTABLE  2  STRIKES  USING  HAMMER  AND  ASIDE  PF  24  (45 

6  7  ) 


A1  BO 

G1  (A1  BO 

PO  F  6 ) 

A1 

BO 

PI 

A0  (24) 

1.00 

1720 

PLACE 

SHEETMETAL  FROM  WORKTABLE  TO 

CART 

AT 

WORKTABLE 

WITH 

3  STEPS 

A1 

BO  G1 

A6 

BO 

P3 

AO 

1.00 

110 

MOUE 

CART  FROM 

WORKTABLE  TO 

LAPOUT 

MACHINE 

A1 

BO  G1 

A54 

BO 

PI 

AO 

1.00 

570 

TOTAL  TMU  9430. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, M, W  <or  H  for  help>  ? 


p.O&O 


File  Description  ?  FORM  TRANSFORMER  LAP 


Output  to  line-printer  or  N>  ?  N 

(39,  3) 

FIT  .  W04  TRANSF'-t^fc 

FORM  SHEETMETAL  FOR  TRANSFORMER  LAP  WITH  LAPOUT  AT  SHEETMETAL 

SHOP 

PER  TRANSFORMER  OFG :  4  09-MAR-83 

U.S.S.  CAFE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:  7  1/2'X6'  TO  10'X4  1/2'X14'L 

*  LAP-OUT  1  END  (2SIDES,  BOTTOM,  TOP) 

FITTER  BEGINS  AT  LAPOUT 


1 

PLACE  SHEETMETAL  FROM 

CART 

AT  LAPOUT  TO 

LAPOUT 

WITH  4 

STEPS 

A1 

BO  G1 

A6 

BO 

P3 

AO 

1.00 

110 

2 

PUSH  LAPOUT-SWITCH  AT 

LAPOUT 

PROCESS 

F  3 

A1 

BO  G1 

Ml 

XI 6 

10 

AO 

3.00 

970 

3 

REPLACE  SHEETMETAL  FROM  LAPOUT  TO  CART  AT  LAPOUT  WITH 

4  STEPS 

A1 

BO  G1 

A6 

BO 

P3 

AO 

1.00 

110 

4 

MOVE  CART  FROM  LAPOUT 

TO  PITTSBURGH 

A1 

BO  G1 

A6 

BO 

PI 

AO 

1.00 

90 

TOTAL 

TMU 

880 

Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


/  io)4-o 


File  Description  ?  FORM  PITTSBURGH  LOCK  ON  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  .  W04  TRANSF-aHBl 

FORM  SHEETMETAL  FOR  TRANSFORMER  LOCK  WITH  PITTSBURGH  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  0  9-MAR-83 

U.S.S.  CAPE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS : 7  1/2 ' X6 '  TO  10'X4  1/2'X14'L 

*  FORM  PITTSBURGH  LOCK  ON  1  SIDE  OF  MACH 

*  FORM  EDGE  ON  OTHER  SIDE  OF  MACH 
FITTER  BEGINS  AT  PITTSBURGH 

1  PLACE  SHEETMETAL2  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  PUSH  PITTSBURGH-BUTTON  AND  FORM  PITTSBURGH  PROCESS  F  2 

A1  BO  G1  Ml  X32  10  AO  2.00  700. 

3  PUSH  AND  GUIDE  SHEETMETAL  THROUGH  PITTSBURGH  F  2 

A1  BO  G1  Ml  XO  13  AO  2.00  120. 

4  PUSH  AND  GUIDE  SHEETMETAL  THROUGH  PITTSBURGH  WITH  2 

STEPS  F  2 

A3  BO  G1  Ml  XO  13  AO  2.00  160. 

5  PLACE  SHEETMETAL2  FROM  PITTSBURGH  TO  CART  AT  PITTSBURGH 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

6  MOVE  CART  FROM  PITTSBURGH  TO  CORNICEBRAKE 

A1  BO  G1  A24  BO  PI  AO  1.00  270. 


TOTAL  TMU  1470. 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


/  3//  o 


? 


Please  input  file  <TRAN3F*M07> 


(|^ile  Description  ?  3 END  TRANSFORMER 
output  to  line-printer  <Y  or  N>  ?  N 

(39,  3) 

FIT  . W04  TRANSF 

BEND  SHEETMETAL  FOR  TRANSFORMER  WITH  CORNICE  BRAKE  AND  FAN  BRAKE 
AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  0  9-MAR-83 

U.S.S.  CAPE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS : 7  1/2'X6'  TO  10'X4  1/2'X14'L 

*  BEND  TRANSFORMER  SIDES  UP  90  DEGREES 
FITTER  BEGINS  AT  CORNICEBRAKE 

1  POSITION  SHEETMETAL  FROM  CART  AT  CORNICEBRAKE  TO 

CORNICEBRAKE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

2  OPERATE  CORNICEBRAKE-LEVER  PROCESS  F  2 

A1  BO  G1  M6  X42  10  A0  2.00  1000. 

3  REPLACE  SHEETMETAL2  FROM  CORNICEBRAKE  TO  CART  AT 

CORNICEBRAKE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

4  MOVE  CART  FROM  CORNICEBRAKE  TO  PANBRAKE 

A1  BO  G1  A10  BO  PI  AO  1.00  130. 

5  POSITION  SHEETMETAL2  FROM  CART  AT  PANBRAKE  TO  PANBRAKE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

5  FASTEN  (  JAWS  )  NUT  TO  SHEETMETAL  AT  PANBRAKE  5 
WRIST-STROKES  USING  HAND 

A1  BO  G1  A1  BO  FI  F16  AO  BO  PO  AO  1.00  200. 

7  OPERATE  PANBRAKE-LEVER  PROCESS 

A1  BO  G1  M6  X96  10  AO  1.00  1040. 

8  REPLACE  SHEETMETAL2  FROM  PANBRAKE  TO  CART  AT  PANBRAKE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

9  MOUE  CART  FROM  PANBRAKE  TO  WORKTABLE 

A1  BO  G1  A54  B3  FI  AO  1.00  600. 


TOTAL  TMU  3470. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


/£  3  $  o 


F'leese  input  file 


CTRANSF *  M08>  ? 


File  Description  ?  ASSEMBLE  TRANSFORMER 

output  to  line-printer  <Y  or  N>  ?  N 

(39,  3) 

FIT  .  W04  TRANSF  JflBU 

ASSEMBLE  SHEETMETAL  PIECES  FOR  TRANSFORMER  WITH  HAMMER  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  09-MAR-83 

U.S.S.  CAPE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS : 7  1/2'X6  TO  10'X4  1/2'X14'L 

*  ASSEMBLE  BOTTOM  AND  SIDES  TO  TOP 

*  SECURE  ASSEMBLY 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  POSITION  HAMMER  TO  SHEETMETAL  AT  WORKTABLE  F  2 

A1  BO  G1  A1  BO  F  6  AO  2.00  180. 

3  FASTEN  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  STRIKES 

USING  HAMMER  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PO  F  6 )  A1  BO  FI  AO  (8)  1.00  400. 

4  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE 

A1  BO  G1  A1  BO  P  6  AO  1.00  90. 

5  PLACE  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  AND  ASIDE  PF  12  (456) 

A1  BO  G1  ( A1  BO  P  3 )  AO  (12)  1.00  500. 

6  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  2  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PO  F  6 )  A1  BO  PI  AO  (12)  1.00  880. 

7  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  9  (4567) 

A1  BO  G1  ( A1  BO  PO  F32 )  A1  BO  PI  AO  (9)  1.00  3010. 

8  POSITION  CAULKINGGUN  TO  SHEETMETAL  AT  WORKTABLE  PF  12 

(4  5  6) 

A1  BO  G1  (A1  B0  F6)  AO  (12)  1.00  860. 

9  GRIP  SEALANT  TO  SHEETMETAL  DIFFICULT  AT  WORKTABLE  USING 

CAULKINGGUN  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  (A1  B0  P10  Cl)  A1  BO  FI  A0  (12)  1.00  1480. 

10  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

A0  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO  1.00  100, 


TOTAL  TMU  7810. 


Type  D, EM, CT, EW, EX, L,LD,LS,M,T,W  (or  H  for  help>  ? 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  OFFSET  TRANSFORMER 
Output  to  line-Printer  <Y  or  n>  ?  N 
(39,  1) 

FIT  .Wll  TRANSF.HSfcr 

MARK  OUT  SHEETMETAL  FOR 
RECTANGULAR  TO  RECTANGULAR  OFFS 
SHOP 

PER  TRANSFORMER  OFG:  4  20 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  1 

*  18  GAUGE  GALv.  SHEETMETAL 

*  17'X18'X2O'X14'X30'  RECTANGULAR  TO— 

*  — RECTANGULAR  TRANSFORMER  WITH  5'  OFFSET 

*  MARK  OUT  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  2  STEPS  F  2 


A1  B0 

G1 

A3  BO  P  6 

AO 

2.00 

220 

POSITION  WEIGHTS 

FROM  WORKTABLE 

TO 

SHEETMETAL  AT 

WORKTABLE  WITH  3 

STEPS  F  6 

A1  BO 

G1 

A6  BO  P  6 

AO 

6.00 

840 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  16  (456 

7  ) 

A1  BO  G1  ( A1  BO  PI  R16)  A1  BO  PI  AO  (16)  1.00  2920. 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

WITH  1  STEP  F  16 

A1  BO  G1  A3  BO  P6  AO  16.00  1760. 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PO  F3 )  A1  BO  PI  AO  (  16)  1.00  680. 

6  REPLACE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS  F  6 

A1  BO  G1  A6  BO  P3  AO  6.00  660. 

7  MARK  CUT  LINES  FROM  TEMPLATE  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  16  (  4  5  6  7  ) 

A1  BO  G1  ( A1  BO  PI  R16)  A1  BO  PI  AO  (16)  1.00  2920. 

8  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  45  (4567) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  A0  (45)  1.00  2290. 

9  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567) 


A1  BO  G1 

( A1 

B0 

PI  R3 )  A1 

BO 

PI 

AO  (52) 

1.00 

2640 

10 

REPLACE 

SHEETMETAL 

FROM 

WORKTABLE  TO  CART  AT  WORKTABLE 

WITH 

4 

STEPS  F  2 

A1 

BO  G1  A6 

BO 

P3 

AO 

1.00 

220 

11 

MOUE 

CART  FROM  WORKTABLE 

TO 

SMALLSHEAR 

A1 

BO  G1  A67 

BO 

PI 

AO 

1.00 

700 

TOTAL  TMU 


15850. 


File  Description  ?  SHEAR  SHEETMETAL  FOR  OFFSET  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  TRANSF.M81 

SHEAR  SHEETMETAL  FOR 

RECTANGULAR  TO-  RECTANGULAR  OFFSET  TRANSFORMER  WITH  SMALL  8FT .  SHEAR  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  06-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  18  GAUGE  GALV.  SHEETMETAL 

*  17'X18'  TO  2O'X14'X30'  RECTANGULAR  TO — 

*  RECTANGULAR  TRANSFORMER  WITH  5 '  OFFSET 

*  COMPLETE  SHEARING  AT  WORKTABLE  — 

*  —WITH  UNI-SHEAR 

FITTER  BEGINS  AT  SMALLSHEAR 

1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SHALLSHEAR  WITH  4  STEPS  F  2 


A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

F  2 

A1  BO  G1 

Ml 

X6 

10 

AO 

2.00 

180 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO  I 

SMALLSHEAR  F  8 

A1  BO  G1 

A1 

BO 

P  6 

AO 

8.00 

720 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

F  8 

A1  BO  G1 

Ml 

X6 

10 

AO 

8.00 

720 

REPLACE  SHEETMETAL2  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  10  STEPS  F  2 

A1  BO  G1 

A16 

BO 

P3 

AO 

2.00 

420 

MOVE  CART  FROM  SMALLSHEAR  TO  WORKTABLE 

A1  BO  G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL 

TMU 

3050 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  CUT  SHEETMETAL  FOR  OFFSET  TRANSPORT 
output  to  line-printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  TRANSF.M82 

CUT  SHEETMETAL  FOR  RECTANGULAR  TO  RECTANGULAR  OFFSET  TRANSFORMER 
WITH  SNIPS  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  06-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  18  GAUGE  GALV.  SHEETMETAL 

*  17 ' X18 '  TO  20 ' X14 ' X30 ' L  RECTANGULAR  — 

*  TO  RECTANGULAR  TRANSFORMER.  WITH  5'  OFFSET 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

3  OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  F  4 

A1  BO  G1  M6  X173I0  AO  4.00  7240. 

4  CUT  CORNERS  ONL  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  P3  C3)  A1  BO  PI  A0  (16)  1.00  1160. 

5  FASTEN  [FLATTEN]  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PO  F6)  A1  BO  PI  AO  (12)  1.00  880. 

6  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 
WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

7  MOUE  CART  FROM  WORKTABLE  TO  LAPOUT 

A1  BO  G1  A54  B0  PI  AO  1.00  570. 


TOTAL  TMU  122  60. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  FORM  LAP  ENDS  FOR  OFFSET  TRANSFORMER 
Output  to  line-Printer  <Y  or  N>  ?  N 


(39,  1) 

FIT  .Wll  TRANSF.M83 

FORM  LAP  ENDS  FOR  RECTANGULAR  TO  RECTANGULAR  OFFSET  TRANSFORMER 
WITH  LAPOUT  MACHINE  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  0  6-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  18  GAUGE  GALV.  SHEETMETAL 

*  17 ' X18 '  TO  20 ' X14 ' X30 '  RECTANGULAR  TO — 

*  RECTANGULAR  TRANSFORMER  WITH  5'  OFFSET 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  2 


A1  BO 

G1  A6 

BO 

P3 

AO 

2.00 

220 

2 

PUSH  LAPOUT-SWITCH  PROCESS  F  2 

A1  BO 

G1  Ml 

XI 6 

10 

AO 

2.00 

380 

3 

PUSH  AND  GUIDE  SHEETMETAL  THROUGH  LAPOUT  WITH  2 

STEPS 

F  2 

A3  BO 

G1  Ml 

XO 

13 

AO 

2.00 

160 

4 

REPLACE  SHEETMETAL  FROM  LAPOUT 

TO  CART 

AT  LAPOUT 

’  WITH 

4  STEPS  F  2 

A1  BO 

G1  A6 

BO 

P3 

AO 

2.00 

220 

5 

MOUE  CART  FROM  LAPOUT  TO  PITTSBURGH 

A1  BO 

G1  A6 

BO 

FI 

AO 

1.00 

90 

TOTAL  TMU  1070. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  FORM  PITTSBURGH  LOCK  FOR  OFFSET  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,  1) 

FIT  .Wll  TRANSF^HS^. 

FORM  PITTSBURGH  LOCK  FOR 
RECTANGULAR  TO  RECTANGULAR  OFFSE 
AT  SHEETMETAL  SHOP  SHOP 

PER  TRANSFORMER  OFG:  4  20 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  1 

*  18  GAUGE  GALV.  SHEETMETAL 

*  17 ' X18 '  TO  20 ' X14 ' 30 ' L  RECTANGULAR  TO  — 

*  —RECTANGULAR  TRANSFORMER  WITH  5'  OFFSET 
FITTER  BEGINS  AT  PITTSBURGH 


1  PLACE  SHEETMETAL  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 
WITH  4  STEPS  F  2 


A1  B0 

G1 

A6  B0 

P3 

A0 

2.00 

2 

PUSH  FITTSBURGH-BUTTON  PROCESS  F 

4 

A1  B0 

G1 

Ml  X32 

10 

A0 

4.00 

3 

PUSH  AND  GUIDE  SHEETMETAL  THROUGH  : 

PITTSBURGH  WITH  2 

STEPS  F  4 

A3  B0 

G1 

Ml  XO 

13 

AO 

4.00 

4 

REPLACE  SHEETMETAL  FROM  PITTSBURGH 

TO  CART 

AT 

PITTSBURGH  WITH  4  STEPS  F  2 

A1  B0 

G1 

A6  BO 

P3 

AO 

2.00 

5 

MOVE  CART  FROM  PITTSBURGH  TO  CORNICEBRAKE 

A1  B0 

G1 

A24  BO 

FI 

A  0 

1.00 

TOTAL  TMU 

Tape  B  *  EM » CT  >  EW  >  EX » L  r  LD » LS  *  M  *  Ti>  W  <or  H  for  hel?>  ? 


220. 

1400. 

320. 

220. 

270. 

2430. 

I8,0f0 


ijjfoi 


File  Description  ?  BEND  SHEETMETAL  FOR  OFFSET  TRANSFORMER 
(^utput  to  line-printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  TRANSF.M85 

BEND  SHEETMETAL  FOR  RECTANGULAR  TO  RECTANGULAR  OFFSET  TRANSFORMER 
WITH  CORNICE-BRAKE  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  0  6-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  18  GAUGE  GALV.  SHEETMETAL 

*  17 ' X18 '  TO  20 ' X14 ' X30 '  RECTANGULAR  TO — 

*  — RECTANGULAR  TRANSFORMER  WITH  5'  OFFSET 

*  BEND  UP  SIDES  OF  TRANSFORMER  90  DEGREES 
FITTER  BEGINS  AT  CORNICEBRAKE 

1  POSITION  SHEETMETAL2  FROM  CART  AT  CORNICEBRAKE  TO 
CORNICEBRAKE  WITH  4  STEPS 


A1  BO  G1  A6 

BO 

P  6 

AO 

1.00 

140 

2 

OPERATE  CORNICEBRAKE-LEVER  PROCESS 

A1  BO  G1  M6 

X42 

10 

AO 

1.00 

500 

3 

POSITION  SHEETMETAL  FROM  CORNICEBRAKE  TO  CORNICEBRAKE 

A1  BO  G1  A1 

BO 

P  6 

AO 

1.00 

90 

4 

OPERATE  CORNICEBRAKE-LEVER  PROCESS 

A1  BO  G1  M6 

X42 

10 

AO 

1.00 

500 

5 

REPLACE  SHEETMETAL2  FROM  CORNICEBRAKE  TO 

CART  AT 

CORNICEBRAKE  WITH  4  STEPS 

A1  BO  G1  A6 

BO 

P3 

AO 

1.00 

110 

6 

MOVE  CART  FROM  CORNICEBRAKE  TO  PANBRAKE 

A1  BO  G1  A10 

BO 

PI 

AO 

1.00 

130 

TOTAL 

TMU 

1470 

Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or 


H  for  help>  ? 


30,^3° 


30  980 


File  Description  ?  BEND  LAP  ENDS  FOR  OFFSET  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  TRANSF.M86 

BEND  LAP  ENDS  FOR  RECTANGULAR  TO  RECTANGULAR  OFFSET  TRANSFORMER 
WITH  PAN-BRAKE  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  07-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  18  GAUGE  GLAV.  SHEETMETAL 

*  17 ' X18 '  TO  20 ' X14 ' X30 '  RECTANGULAR  TO  — 

*  —RECTANGULAR  TRANSFORMER  WITH  5'  OFFSET 

*  KINK  UP  LAP  ENDS  TO  OFFSET  ANGLE 
FITTER  BEGINS  AT  PANBRAKE 


1  POSITION  SHEETMETAL2  FROM  CART  AT  PANBRAKE  TO  PANBRAKE 
WITH  4  STEPS  F  2 


A1  BO  G1  A6  BO 

P  6 

AO 

2.00 

280 

2 

FASTEN  NUT  [JAWS]  TO  SHEETMETAL  AT  PANBRAKE 

4 

WRIST-STROKES  USING  WRENCH  AT  PANBRAKE  AND  ASIDE  PF  2 

(4567) 

A1  BO  G1  ( A1  BO  P3  F16)  A1  BO 

PI 

AO  (2 

)  1.00 

440 

3 

OPERATE  PANBRAKE-LEVER  PROCESS  F  2 

A1  BO  G1  M6  X96 

10 

AO 

2.00 

2080 

4 

POSITION  SHEETMETAL  FROM  PANBRAKE  TO  PANBRAKE  F 

6 

5 

A1  BO  G1  A1  BO 

OPERATE  PANBRAKE-LEVER  PROCESS  F  6 

P  6 

AO 

6.00 

540 

A1  BO  G1  M6  X96 

10 

AO 

6.00 

6240 

6 

REPLACE  SHEETMETAL2  FROM  PANBRAKE  TO  CART  AT 

PANBRAKE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO 

P3 

AO 

2.00 

220 

7 

MOUE  CART  FROM  PANBRAKE  TO  WORKTABLE 

A1  BO  G1  A54  B3 

PI 

AO 

1.00 

600 

TOTAL 

TMU 

10400 

Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ? 


6  80 


File  Description  ?  ASSEMBLE  OFFSET  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  1  ) 

FIT  .Wll  TRANSF.M87 

ASSEMBLE  SHEETMETAL  FOR 

RECTANGULAR  TO  RECTANGULAR  OFFSET  TRANSFORMER  WITH  HAMMER  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  06-JUL-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  19  GAUGE  GALV.  SHEETMETAL 

*  17 ' X18 '  TO  20 ' X14 ' X30 ' L  RECTANGULAR  TO — 

*  — RECTANGULAR  TRANSFORMER  WITH  5'  OFFSET 

*  FASTEN  TRANSFORMER  TOP  AND  BOTTOM — 

*  —  WITH  PITTSBURGH 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

2  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  TO  SHEETMETAL  AT 

WORKTABLE  3  STRIKES  USING  HAMMER  AT  WORKTABLE  AND 

ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PO  F6)  A1  BO  PI  AO  (4)  1.00 

3  POSITION  SHEETMETAL  [TOP]  FROM  WORKTABLE  TO  SHEETMETAL 

[BOTTOM]  AT  WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00 

4  POSITION  SEETINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  12 

A1  BO  G1  A1  BO  P  6  AO  12.00 

5  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PO  F6)  A1  B0  PI  AO  (12)  1.00 

6  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  4  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PO  F10 )  A1  BO  FI  AO  (12)  1.00 

7  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  20  (4567) 

A1  BO  G1  ( A1  BO  PO  F32 )  A1  BO  PI  A0  (20)  1.00 

8  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO  1.00 


TOTAL  TMU 


220. 

320. 

140. 

1080. 

880. 

1360. 

6640. 

100. 

10740. 


Type  D, EM, CT, EW, EX, L, LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  MARK  OUT  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .  W  1  1  TRANSF.M70 

MARK  OUT  SHEETMETAL  FOR  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER 
WITH  AWL  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  18 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  1 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 ' X19 '  TO  17 ' X20 ' X31 ' L  RECTANGULAR  — 

*  — TO  RECTANGULAR  TRANSFORMER 

*  OFFSET  4' 

FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  3  STEPS  F  2 


POSITION  WEIGHTS 
WORKTABLE  WITH  4 

A1  BO 
FROM  WORKTABLE 
STEPS  F  4 

G1  A6  BO 
TO  TEMPLATE 

P6 

AT 

A0 

2.00 

280 

A1  BO 

G1  A6  BO 

P6 

A0 

4.00 

560 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  16  (  456 

7  ) 

A1  BO  G1  ( A1  BO  FI  R16)  A1  BO  PI  AO  (16)  1.00  2920. 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

WITH  2  STEPS  F  6 

A1  BO  G1  A3  BO  P6  AO  6.00  660. 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  6  (  4  5  6  7  ) 

A1  BO  G1  (A1  BO  PO  F3 )  A1  BO  PI  AO  (6)  1.00  280. 

6  REMOVE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  6 

A1  BO  G1  A6  BO  PI  AO  6.00  540. 

7  REMOVE  TEMPLATES  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  PI  A0  2.00  180. 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  16  (  4567) 

A1  BO  G1  ( A1  BO  PI  R16)  A1  BO  PI  A0  (16)  1.00  2920. 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  45  (4567) 

A1  BO  G1  ( A1  BO  PI  R3)  A1  BO  PI  A0  (45)  1.00  2290. 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

I 

A1  BO  G1  ( A1  BO  PI  R3)  A1  BO  PI  A0  (52)  1.00  2640. 

11  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P3 

A0 

2. 

,  00 

220 

12  MOUE  CART  FROM  WORKTABLE  TO 

14FT . 

SHEAR 

A1 

BO 

G1 

A81 

BO 

PI 

AO 

1, 

.00 

840 

TOTAL  TMU 


14330. 


File  Description  ?  SHEAR  SHEETMETAL  FOR  OFFSET  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,  1) 

FIT  .Wll  TRANSF.M71 

SHEAR  SHEETMETAL  FOR 

RECTANGULAR  TO  RECTANGULAR  OFFSET  TRANSFORMER  WITH  14FT.  SHEAR  AT 
SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  19-MAY-83 

NASSCO  SHEETMETAL  SHAPE  1 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 'XI 9'  TO  17 ' X20 ' X31 ' L  RECTANGULAR  — 

*  — TO  RECTANGULAR  OFFSET  TRANSFORMER 

*  OFFSET  4' 

FITTER  BEGINS  AT  14FT.  SHEAR 


1 

POSITION  SHEETMETAL  FROM  CART  AT  14FT.  SHEAR 

TO 

14FT .  SHEAR  WITH  4  STEPS  F  2 

A1  BO  G1 

A6 

BO 

P6 

AO 

2.00 

280 

2 

PUSH  14FT .  SHEAR-FOOTPEDAL  PROCESS  F 

2 

A1  BO  G1 

Ml 

X3 

10 

AO 

2.00 

120 

3 

POSITION  SHEETMETAL  FROM  14FT.  SHEAR 

TO  14FT . 

SHEAR  F  7 

A1  BO  G1 

A1 

BO 

P6 

AO 

7.00 

630 

4 

PUSH  14FT .  SHEAR-FOOTPEDAL  PROCESS  F 

7 

A1  BO  G1 

Ml 

X3 

10 

AO 

7.00 

420 

5 

REPLACE  SHEETMETAL2  FROM  14FT.  SHEAR 

TO  CART 

AT 

14FT .  SHEAR  WITH  10  STEPS  F  2 

A1  BO  G1 

A16 

BO 

P3 

AO 

2.00 

420 

MOVE  CART  FROM  14FT.  SHEAR  TO  WORKTABLE 

A1  BO  G1 

A81 

B3 

PI 

AO 

1.00 

870 

TOTAL 

TMU 

2740 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  CUT  SHEETMETAL  FOR  OFFSET  TRANSFORMER 


Output  to  line-Printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  TRANSF.M72 

CUT  SHEETMETAL  FOR  RECTANGULAR  TO  RECTANGULAR  OFFSET  TRANSFORMER 
WITH  SABER-SAW  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  19 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  1 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 ' X19 '  TO  17 ' X20 ' X31 ' L  RECTANGULAR  — 

*  —  TO  RECTANGULAR  OFFSET  TRANSFORMER 

*  OFFSET  4' 

FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO 

WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

2  MOVE  SABER-SAW2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  FI  AO  1.00  1970. 

3  FASTEN  NUT  [SABER  BLADE]  TO  SHEETMETAL  AT  WORKTABLE  4 

WRIST-TURNS  USING  ALLEN-WRENCH  AT  WORKTABLE  AND  ASIDE 
PF  2(4  5  6  7  ) 

A1  BO  G1  ( A1  B0  P3  F10)  A1  BO  PI  AO  (2)  1.00  320. 

4  OPERATE  SABER-SAW  AT  WORKTABLE  PROCESS  F  4 

A1  BO  G1  M6  X67  10  AO  4.00  3000. 


5  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  AT  WORKTABLE  4 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4 

5  6  7) 


A1  BO  G1 

(A1 

BO 

PO 

F10 )  A1  BO  PI 

AO  (12) 

1.00 

1360 

REPLACE 

SHEETMETAL 

FROM 

WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4 

STEPS  F  2 

A1 

BO 

G1  A6  BO  P3 

AO 

2.00 

220 

MOVE  CART  FROM  WORKTABLE 

TO 

14FT 

HYDROPRESSBRAKE 

A1 

BO 

G1  A96  BO  PI 

AO 

1.00 

990 

TOTAL  TMU  8000. 


/  74-0 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  BEND  SHEETMETAL  FOR  OFFSET  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ?  N 


1) 

F  I  T  .Wll  TRANSF.M73 

BEND  SHEETMETAL  FOR  RECTANGULAR  TO  RECTANGULAR  OFFSET  TRANSFORMER 
WITH  14  FT.  HYDRO-PRESS-BRAKE  AT  SHEETMETAL  SHOP 

PER  TRANSFORMER  OFG :  4  19 -MAY- 8  3 

NASSCO  SHEETMETAL  SHAPE  1 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 ' X19 '  TO  17'X20'X31aL  RECTANGULAR — 

*  —TO  RECTANGULAR  OFFSET  TRANSFORMER 

*  OFFSET  4' 

*  BEND  UP  SIDES  OF  TRANSFORMER  90  DEGREES 

*  KINK  UP  LAP  ENDS  TO  OFFSET  ANGLE 

*  COMPLETE  IN  WELD  BOOTH  AREA 

*  SEE  MWELD  .  .  .TRANSF.M74 

FITTER  BEGINS  AT  14FT  HYDROPRESSBRAKE 

1  POSITION  SHEETMETAL  FROM  CART  AT  14FT  HYDROPRESSBRAKE 
TO  14FT  HYDROPRESSBRAKE  WITH  4  STEPS  F  2 


A1 

BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH 

14FT 

HYDROPESSBRAKE-FOOTPEDAL  PROCESS  F  2 

A1 

BO  G1 

Ml 

X24 

10 

AO 

2.00 

540 

3 

POSITION 

SHEETMETAL  FROM  14FT  HYDROPRESSBRAKE 

TO 

14FT 

HYDROPRESSBRAKE  F  6 

A1 

BO  G1 

A1 

BO 

P  6 

AO 

6.00 

540 

4 

PUSH 

14FT 

HYDROPRESSBRAKE-FOOTPEDAL  PROCESS 

F  2 

A1 

BO  G1 

Ml 

X24 

10 

AO 

2.00 

540 

5 

REPLACE  SHEETMETAL  FROM  14FT 

HYDROPRESSBRAKE 

TO  CART  AT 

14FT 

HYDROPRESSBRAKE  WITH  4 

STEPS  F 

2 

A1 

BO  G1 

A6 

BO 

P3 

AO 

2.00 

220 

6 

MOVE 

CART 

FROM  14FT  HYDROPRESSBRAKE 

TO  WORKTABLE 

A1 

BO  G1 

A9  6 

B3 

PI 

AO 

1.00 

1020 

TOTAL  TMU  3140 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


/3  84° 


File  Description  ?  WELD  TRANSFORMER 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3) 

weld'  .W01  TRANSF.M74 

WELD  TRANSFORMER  WITH  ARC  (STICK)  WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  TRANSFORMER  OFG :  4  19-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  1 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 ' X19 '  TO  17 ' X20 ' X31 ' L  RECTANGULAR- 

*  — TO  RECTANGULAR  OFFSET,  OFFSET  4' 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  FITTER  MOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  B0  P3  AO  2.00  220. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32  1.00  370. 

5  WELDOR  TURN  CURRENT  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  10  A1  1.00  60. 

6  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  2 

A3  B3  G1  A1  BO  P6  AO  2.00  280. 

7  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  2 

A1  BO  G1  Ml  X10  10  AO  2.00  260. 

8  WELDOR  FASTEN  WELDROD  TO  STINGER1  AT  WELDTABLE  1 

WRIST-TURN  USING  HAND  F  14 

A1  BO  G1  A1  BO  PI  F3  AO  BO  PO  AO  14.00  980. 

9  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  14 

A1  BO  G1  Ml  XO  10  A1  14.00  560. 

10  WELDOR  POSITION  STINGER1  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  14 

A1  B0  G1  A1  B0  P  6  A0  14.00  1260. 

11  OPERATE  WELD  STINGER1  AT  WELDTABLE  PTIME  65  S  F  10 

A1  B0  G1  M6  X173I0  A0  10.00  18100. 

13  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  14 

A1  B0  G1  Ml  X0  10  A1  14.00  560. 

13  WELDOR  LOOSEN  SLAG  FROM  SHEETMETAL  ASSEMBLY  AT 

WELDTABLE  6  STRIKES  USING  SLAGHAMMER  AT  WELDTABLE  AND 
ASIDE  F  5 

A1  B0  G1  A1  B0  P0  LI  6  A1  B0  PI  A0  5.00  1050. 

WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 
ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
20  (4  5  6  7) 

A1  B0  G1  ( A1  B0  PI  CIO)  A1  B0  FI  A0  (20) 


1.00 


2440  . 


/tCfr/JSf’  /V-  /*r 

15  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

16  FITTER  MOVE  CART  FROM  WELDTABLE  TO  WORKTABLE 

A1  BO  G1  A131B0  FI  AO  1.00 


TOTAL  TMU 


220 

1340 

29290 


Type  D, EM, CT, EW, EX, L, LD, LS, H, T, W  <or  H  for  help>  ? 


r'iesse  input  file  <3TRGHT»MG9>  ? 


©’le  Description?  MARK  OUT  11’  STRAIGHT  (BOTTOM  2  SIDES) 

Output  to  line-printer  <Y  or  N>  ?  N 

(39,  3) 

FIT  '  .  W04  3TRGHT  *£0$ 

MARK  OUT  SHEETMETAL  FOR  11  STRAIGHT  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  11’  STRAIGHT  OFG:  4  10-MAR-83 

NASSCO  SHEETMETAL  PART  #  2 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1945 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS  :  10'X5'X11'L 

*  LAYOUT  STRAIGHT  SECTION  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  USING  STEEL-TAPE  AND  ASIDE  PF 
4  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  M32 )  A1  BO  FI  AO  (4)  1.00  1400. 

2  MARK  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING  AWL  AT 

WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  T1  AO  (12)  1.00  640. 

POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  AND  ASIDE  WITH  3  STEPS  PF  2  (456) 

A1  BO  G1  ( A6  BO  P6)  AO  (2)  1.00  260. 

4  MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  5  DIGITS 

USING  AWL  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  (A1  BO  PI  R16)  A1  BO  PI  (2)  1.00  400. 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  AND  ASIDE  PF  4  (4  5  6) 

A1  BO  G1  (A1  BO  P6)  AO  (4)  1.00  300. 

6  MARK  CORNERS  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2  DIGITS 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  (A1  BO  PI  R5)  A1  BO  FI  AO  (4)  1.00  360. 

7  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  (A1  BO  FI  R3  )  A1  BO  FI  AO  (12)  1.00  640. 

S  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  29  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (29)  1.00  1490. 


TOTAL  TMU  5490. 


Tire  D » EM » CT » EW » EX » L » LB » L3 » M * T j W  <or  H  for  help.-*  ? 


&  5-^/5. 


File  Description  ?  MARK  OUT  11'  STRAIGHT  SECTION  (TOP  PIECE) 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,  3)  _ _ 

FIT  .WO 4  bTRGH  i  JWjPCjff 

MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION  TOP  PIECE  WITH  AWL  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  OFG  ?  4  10-MAR-83 

NASSCO  SHEETMETAL  PART  #  2 


*  HULL  418 

*  DRAWING  501-294 

*  V2-92008 

*  V6-1945 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS  :  10'X5'X11'L 

*  LAYOUT  TOP  PIECE  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  MEASURE  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  FI  M32)  A1  BO  PI  AO  (4)  1.00  1400. 

2  MARK  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING  AWL  AT 

WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  (A1  BO  FI  R3  )  A1  BO  PI  AO  (4)  1.00  240. 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  AND  ASIDE  PF  2  (456) 

A1  BO  G1  (A1  BO)  P6  )A0  (2)  1.00  160. 

4  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 
5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (456 
7  ) 

PI  R16  )A1  BO  PI  (2)  1..00  400. 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  AND  ASIDE  PF  4  (456) 

A1  BO  G1  (A1  BO  P  6  )A0  (4)  1.00  300. 

6  MARK  CORNERS  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2  DIGITS 

USING  AWL  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  (A1  BO  PI  B6 )  A1  BO  PI  AO  (4)  1.00  360. 

7  MARK  OUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  (A1  BO  PI  R3 )  A1  BO  PI  AO  (8)  1.00  440. 


8  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AND  ASIDE  PF  16  (4,5 

6  7  ) 


A1  BO 

G1  (A1  BO 

PI 

R3  )  A1 

BO 

PI 

AO 

(16) 

h* 

*• 

o 

o 

340 

9 

MARK 

IDENTIFICATION  ON  SHEETMETAL  AT  WOEKTABLE  1 

DIGIT 

USING  BLACKPEN 

AT  WORKTABLE 

AND 

ASIDE  PF 

25 

(  4 

5  6 

7) 

A1  BO 

G1  ( A1  BO 

PI 

R23  )  A1 

BO 

PI 

AO 

(25) 

1.00 

1290 

10 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO  CART 

AT 

WORKTABLE 

WITH 

4  STEPS 

A1 

BO 

G1  A6 

BO 

P3 

AO 

1.00 

110 

11 

MOVE 

CART  FROM 

WORKTABLE  TO 

SHALLSHEAR 

A1 

BO 

G1  A67 

BO 

PI 

AO 

1 . 00 

700 

TOTAL  TMU 


6240 


Please  input  file  <STRGJT.M11>  ? 


File  Description  ?  SHEAR  11'  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,  3) 

FIT  '  . W04  STRGHT-liiSP- 

SHEAR  SHEETMETAL  FOR  11'  STRAIGHT  SECTION  WITH  SMALL  SHEAR  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  OFG :  4  10-MAR-83 

NASSCO  SHEETMETAL  PART  #  2 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1945 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS  :  10'X5'X11'L 

*  SMALL  8  FT.  SHEAR 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  4X8  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO  G1 

A6  BO 

F  6 

AO 

2.00 

230 

2 

PUSH  FOOTPEDAL 

AT 

SMALLSHEAR 

FOR  CUTTING  SHEETMETAL 

PROCESS 

A1 

BO  G1 

Ml  X6 

10 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO  SMALLSHEAR  F  2 

A1 

BO  G1 

A1  BO 

P  6 

AO 

2.00 

180 

4 

PUSH  FOOTPEDAL 

AT 

SMALLSHEAR 

FOR  CUTTING  SHEETMETAL 

PROCESS  F  2 

A1 

BO  G1 

Ml  X6 

10 

AO 

2.00 

130 

5 

REPLACE  SHEETMETAL 

FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  4 

STEPS 

A1 

BO  G1 

A6  BO 

P3 

A3 

1.00 

110 

6 

MOVE  CART  FROM 

SMALLSHEAR  TO 

WORKTABLE 

A1 

BO  G1 

A67  B3 

PI 

AO 

1.00 

730 

TOTAL 

TMU 

1570 

Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  CUT  11'  STRAIGHT  SECTION  CORNERS 
Output  to  line-printer  <Y  or  N>  ?  N 

FIT  .  W04  STRGHT|^ 

CUT  SHEETMETAL  FOR  CORNERS  ON  STRAIGHT  WITH  SNIPS  AT  SHEETMETAL 

SHOP 

PER  STRAIGHT  OFG :  4  10-MAR-83 

NASSCO  SHEETMETAL  PART  #  2 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1945 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:  10'X5'11'L 

*  CUT  PITTSBURGH  CORNERS  WITH  SNIPS 

*  11'  LONG  STRAIGHT  SECTION 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  F3  AO 

2  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  P3  C3)  A1  BO  PI  AO  (12) 

3  FASTEN  (  FLATTEN  )  SHEETMETAL  AT  WORKTABLE  1  STRIKE 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  36  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )A1  BO  PI  A#  (36) 

4  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

5  MOVE  CART  FROM  WORKTABLE  TO  LAPOUT 

A1  BO  G1  A54  BO  PI  AO 


TOTAL  TMU  3150. 


Tape  Ei»EMf CT»EW»EX>L»LB* LS»H»T»U  <or  H  for  help >  ? 


1.00 

110 

1.00 

880 

1.00 

1480 

1.00 

110 

1.00 

570 

4  7  SO 


File  Description  ?  LAF'QUT  li 


STRAIGHT  SECTION 


^Output  to  line-printer  <Y  or  N>  ?  H 


(39,  3) 

FIT  .  WO  4 

FORM  SHEETMETAL  FOR  11" 

SHEETMETAL  SHOP 
PER  STRAIGHT 

NASSCO  SHEETMETAL  PART 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1945 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS  :  10'X5'X11'L 

*  LAPOUT  IS  ROTARY  MACHINE 

*  LAPOUT  1  END  OF  STRAIGHT  SECTION 
FITTER  BEGINS  AT  LAPOUT 


STRGHT- 

STRAIGHT  SECTION  WITH  LAPOUT  MACHINE  AT 


OFG :  4  10 -MAR- 8  3 


#  2 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

2 

PUSH  LAPOUT-SWITCH  PROCESS  F 

2 

A1 

BO 

G1 

Ml 

XI 6 

10 

A0 

2.00 

380 

3 

REPLACE  SHEETMETAL  FROM 

LAPOUT 

TO 

CART 

AT  LAPOUT  WITH 

4  STEPS 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

4 

MOVE  CART  FROM  LAPOUT  TO 

PITTSBURGH 

A1 

BO 

G1 

A6 

B0 

PI 

AO 

1.00 

90 

TOTAL  TMU  200 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help>  ? 


- 


?  T 


Tape  D>EMf CTjEXjT <or  H  for  help> 


Please  input  file  <STRGHT.M14>  ? 


File  Description  ?  FORM  PITTSBURGH  ON  11'  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,  3) 

FIT  . W04 

FORM  SHEETMETAL  FOR  11' 
AT  SHEETMETAL  SHOP 
PER  STRAIGHT 


STRGHT 

STRAIGHT  SECTION  WITH  PITTSBURGH  MACHINE 

OFG :  4  1 0 -MAR- 8  3 


NASSCO  SHEETMETAL  PART  #  2 
*  HULL  418 


*  DRAWING  501-292 

*  V2-92008 

*  V6-1945 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS  :  10'X5'X11'L 

*  FORM  PITTSBURGH  ON  BOTTOM  SECTION 

*  FORM  EDGE  ON  TOP  SECTION 
FITTER  BEGINS  AT  PITTSBURGH 


1  PLACE  SHEETMETAL  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 


A1  BO 

G1 

A1 

BO 

P3 

AO 

1.00 

60 

2 

PUSH 

PITTSBURGH-BUTTON 

PROCESS  F 

2 

3 

PUSH 

A1  BO  G1 

AND  GUIDE  SHEETMETAL  THROUGH 

Ml  X32  10 
PITTSBURGH 

AO 

F  2 

2.00 

700 

A1  BO 

G1 

Ml 

XO 

13 

AO 

2.00 

120 

4 

PUSH 

GUIDE  SHEETMETAL2 

THROUGH  PITTSBURGH  WITH  4 

STEPS 

F 

3 

A6  BO 

G1 

Ml 

XO 

13 

AO 

3.00 

330 

5 

PLACE  SHEETMETAL  FROM 

PITTSBURGH 

TO 

CART  AT 

PITTSBURGH 

WITH 

4  STEPS 

A1  BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

6 

MOVE 

CART  FROM  PITTSBURGH  TO  LEAFBRAKE 

A1  BO 

G1 

A3  2 

BO 

PI 

AO 

1.00 

350. 

TOTAL 

TMU 

1670 

Tape  D ? EM > CT ? EX ? T ? U  <or  H  for  help>  ? 


71-90 


INVALID  ENTRY  IN  C3CAN 


Invalid 


command.. 


pe  D » EM » CT f EU » EX » L » LD » L3 » M » T » U  <or  H  for  help>  ?  T 


Please  input  file  <STRGHT.M15>  ? 


File  Description  ?  BEND  11'  STRAIGHT  'SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3) 

fit'  .  W04  STRGHT'^^ 

BEND  SHEETMETAL  FOR  11'  STRAIGHT  SECTION  WITH  LEAF  BRAKE  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  OFG :  4  10-MAR-83 

NASSCO  SHEETMETAL  PART  #  2 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1945 

*  20  GAUGE  GALV.  SHEETMETAL 

*  BEND  SIDES  UP  90  DEGREES 
FITTER  BEGINS  AT  LEAFBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  LEAFBRAKE  TO 
LEAFBRAKE  WITH  4  STEPS 


A1 

BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140 

n 

OPERATE 

LEAFBRAKE-LEVER  PROCESS  F 

2 

A1 

BO 

G1 

M6 

XI 6 

10 

AO 

2.00 

430 

3 

PLACE  SHEETMETAL2  FROM  LEAFBRAKE 

TO 

CART 

AT 

LEAFBRAKE 

WITH  4 

STEPS 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

4 

MOVE  CART  FROM  LEAFBRAKE  TO 

WORKTABLE 

A1 

BO 

G1 

A81 

B3 

PI 

AO 

1.00 

370 

TOTAL 

TMU 

1600 

Tape  DfEM»CTfEUfEX»L»LD»LSfMfTfU  <or  H  for  help>  ? 


8^90 


File  Description  ?  ASSEMBLE  11'  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  '  .Wll  STRGHT .Ml 6 

ASSEMBLE  SHEETMETAL  PIECES  FOR  11'  STRAIGHT  SECTION  WITH  HAMMER 
AT  SHEETMETAL  SHOP 

PER  STRAIGHT  OFG :  4  06-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1945 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:  10'X5'X11'  LG 

*  SECURE  TOP  PIECE  TO  BOTTOM  PIECE 

*  SECURE  PIECES  WITH  PITTSBURGH 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

2  FASTEN  [FLATTEN]  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PO  F  6 )  A1  BO  PI  AO  (12) 

3  POSITION  SHEETMETAL  [TOP]  TO  SHEETMETAL  [BOTTOM]  AT 

WORKTABLE  WITH  2  STEPS 

A1  BO  G1  A3  BO  P6  AO 

4  PLACE  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P3  AO 

5  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  2  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PO  F  6 )  A1  BO  PI  AO  (4) 

6  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  4  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PO  F10 )  A1  BO  PI  AO  (4) 

7  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PO  F32 )  A1  BO  PI  AO  (6) 

8  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO 


TOTAL  TMU  4370. 


2.00  220. 

1.00  880. 

1.00  110. 

4.00  240. 

1.00  320. 

1.00  480. 

1.00  2020. 

1.00  100  . 


rz})6o 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION 
Output  to  line-Printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  STRGHT.M50 

MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  STRAIGHT  SECTION  OFG :  4  13-MAY-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  GALV.  SHEETMETAL 

*  18 ' X12 ' X18 ' L  STRAIGHT  SECTION 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  PI  M32  A1  BO  PI  AO  1.00  380. 

2  MARK  DIMENSION  FROM  STEEL-TAPE  TO  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 

4  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (4)  1.00  240. 

3  MOVE  STEEL-TAPE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00  190. 

4  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  BO  G1  ( A1  BO  PI  M32 )  A1  BO  PI  AO  (3)  1.00  1060. 

5  MARK  DIMENSIONS  FROM  STEEL-TAPE  TO  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 
6  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (6)  1.00  340. 

6  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  WITH 

1  STEP  F  5 

A1  BO  G1  A3  BO  P6  AO  5.00  550. 

7  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  WITH  1  STEP  AND  ASIDE 
P  F  5(4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  A3)  R16A1  BO  PI  AO  (5)  1.00  450. 

8  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  l,oo  140. 

9  POSITION  CORNER  TEMPLATE  FROML;  SHEETMETAL  TO 

SHEETMETAL  AT  WORKTABLE  F  7 

A1  BO  G1  A1  BO  P  6  AO  7.00  630. 

10  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  WITH  1  STEP 

A1  BO  G1  A1  BO  PI  R6  A1  BO  PI  AO  1.00  120. 

11  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  7  (4567) 

A1  B0  G1  ( A1  BO  PI  R6 )  A1  BO  PI  AO  (7)  1.00  600. 

12  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00  360. 

13  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 


A1  BO 

G1  A1  BO  PO 

F3 

)A1 

BO  PI 

AO 

(4) 

1.00 

14 

MARK 

CUT  LINES 

ON  SHEETMETAL  AT 

WORKTABLE 

5  DIGITS 

USING 

REDPEN 

AT  WORKTABLE  AND  ASIDE 

PF  3 

(  4  5 

6  7  ) 

A1  B0 

G1  ( A1  BO  PI 

R16) 

A1 

BO  PI 

AO 

(3) 

1.00 

15 

MARK 

CUT  LINES 

ON  SHEETMETAL  AT 

WORKTABLE 

2  DIGITS 

USING 

REDPEN  . 

AT  WORKTABLE  AND  ASIDE 

PF  8 

(  4  5 

6  7  ) 

A1  BO 

G1  ( A1  BO  PI 

R6 ) 

A1 

BO  PI 

AO 

(8) 

1.00 

6  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  15  (  4  5  6  7  ) 


A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (15)  1.00 

17  MOVE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1000 

18  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE 

A1  BO  G1  A1  BO  P  6  AO  1.00 

19  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PI  R6 )  A1  BO  PI  AO  (8)  1.00 

20  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  2  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PI  R6 )  A1  BO  PI  AO  (8)  1.00 

21  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  15  (4567) 

A1  BO  G1  ( A1  BO  PI  R3)  A1  B0  PI  AO  (15)  1.00 

22  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567) 

(TN  A1  BO  G1  ( A1  BO  FI  R3 )  A1  BO  PI  AO  (52)  1.00 

i  PLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 
WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

24  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO  1.00 


TOTAL  TMU 


200. 

580. 

680  . 

790  . 

190. 

90. 

680  . 

680. 

790  . 

2640. 

220  . 
700. 

13300. 


Type  D, EM, CT, EW, EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  STRGHT.M51 

SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  SMALL  8FT .  SHEAR  AT 
SHEETMETAL  SHOP 

PER.  STRAIGHT  SECTION  OFG :  4  13-MAY-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  GALV.  SHEETMETAL 

*  18 ' X12 ' X18 '  L  STRAIGHT  SECTION 

*  SHEAR  TOP  AND  BOTTOM  PIECES  FOR  STRAIGHT 
FITTER  BEGINS  AT  SMALLSHEAR 

1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO  G1 

A6 

BO  P  6 

AO 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  2 

A1 

BO  G1 

Ml 

X6  10 

AO 

2.00 

180 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  F  2 

A1 

BO  G1 

A1 

BO  P  6 

AO 

2.00 

180 

4 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR 

TO  CART  AT 

SMALLSHEAR  WITH  10  STEPS  F 

2 

A1 

BO  G1 

A16 

BO  P3 

AO 

2.00 

420 

5 

MOVE  CART  WITH  SHEETMETAL  FROM  SMALLSHEAR  TO  WORKTABLE 

A1 

BO  G1 

A67 

B3  PI 

AO 

1.00 

730 

TOTAL  TMU  17  90 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  CUT  SHEETMETAL  FOR  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  STRGHT.M52 

CUT  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  SNIPS  AT  SHEETMETAL  SHOP 
PER  STRAIGHT  SECTION  OFG :  4  13-MAY-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  GALV.  SHEETMETAL 

*  18 ' X12 ' X18 ' L  STRAIGHT  SECTION 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

2  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  14.  (4567) 

A1  BO  G1  ( A1  BO  P3  C3)  A1  BO  PI  AO  (16)  1.00 

3  FASTEN  [FLATTEN]  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  16  (  4 
5  6  7  ) 

A1  BO  G1  ( A1  BO  PO  F  6 )  A1  BO  PI  AO  (16)  1.00 

4  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

F  2 

A1  BO  G1  A1  BO  P3  AO  2.00 

5  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  LAPOUT 

A1  BO  G1  A54  BO  PI  AO  1.00 


TOTAL  TMU 


220 

1160 

1160 

120 

570. 

3230. 


Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  FORM  LAP  END  ON  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,1) 

FIT,  Wll  STRGHT.M53 

FORM  LAP  END  ON  STRAIGHT  SECTION  WITH  LAPOUT  (ROTARY  MACHINE)  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  SECTION  OFG :  4  13-MAY-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  GALV,  SHEETMETAL 

*  18 ' X12 ' X18 '  L  STRAIGHT  SECTION 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  LWITH  4 
STEPS  F  2 


AL 

BO 

G1  A6 

BO  P3 

AO 

2.00 

220 

2 

PUSH 

LAPOUT-SWITCH 

PROCESS  F 

2 

A1 

BO 

G1  Ml 

XI 6  10 

AO 

2.00 

380 

3 

PUSH 

AND  GUIDE 

SHEETMETAL  THROUGH  LAPOUT  WITH  2 

STEPS 

F  2 

A3 

BO 

G1  Ml 

X0  13 

AO 

2.00 

160 

4 

REPLACE  SHEETMETAL 

FROM  LAPOUT 

TO  CART 

AT  LAPOUT  WITH 

4  STEPS  F  2 

A1 

BO 

G1  A6 

BO  P3 

AO 

2.00 

220 

5 

MOVE 

CART  WITH 

SHEETMETAL  FROM 

LAPOUT  ' 

TO  PITTSBURGH 

A1 

BO 

G1  A6 

BO  PI 

AO 

1.00 

90 

TOTAL  TMU  107  0 


/* 

0 


090 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  FORM  PITTSBURGH  ON  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,  1) 

FIT,  Wll  STRGHT.M54 

FORM  PITTSBURGH  ON  STRAIGHT  SECTION  WITH  PITTSBURGH  MACHINE  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  SECTION  OFG :  4  13-MAY-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  GALV,  SHEETMETAL 

*  18 ' X12 ' X18 '  L  STRAIGHT  SECTION 
FITTER  BEGINS  AT  PITTSBURGH 


1 

PLACE  SHEETMETAL  FROM  CART 

AT  PITTSBURGH  TO 

PITTSBURGH 

WITH  4  STEPS 

A1 

BO 

G1 

A6  BO 

P3 

AO 

1.00 

110 

2 

PUSH  PITTSBURGH-BUTTON  PROCESS  F 

4 

A1 

BO 

G1 

Ml  X32 

10 

AO 

4.00 

1400 

3 

PUSH  AND  GUIDE  SHEETMETAL 

THROUGH 

PITTSBURGH 

WITH  2 

STEPS  F  4 

A3 

BO 

G1 

Ml  XO 

13 

AO 

4.00 

320 

4 

REPLACE  SHEETMETAL  FROM  PITTSBURGH 

TO  CART 

AT 

PITTSBURGH  WITH  4  STEPS  F 

2 

A1 

BO 

G1 

A6  BO 

P3 

AO 

2.00 

220 

TOTAL  TMU  2050 


Type  D, EM, CT, EW, EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


6 /¥» 


File  Description  ?  BEND  SHEETMETAL  FOR  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,  1) 

FIT  .Wll  STRGHT.M55 

BEND  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  LEAFBRAKE  AT  SHEETMETAL 

SHOP 

PER  STRAIGHT  SECTION  OFG :  4  13-MAY-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  GALV,  SHEETMETAL 

*  18  '  X12 ' X18 ' L  STRAIGHT  SECTION 

*  BEND  UP  SIDES  ON  STRAIGHT  90  DEGREES 
FITTER  BEGINS  AT  LEAFBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  LEAFBRAKE  TO 
LEAFBRAKE  WITH  4  STEPS 


A1  BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140 

2 

OPERATE 

LEAFBRAKE-LEVER  PROCESS 

A1  BO 

G1 

M6 

XI 6 

10 

AO 

1.00 

240 

3 

POSITION 

SHEETMETAL  FROM  LEAFBRAKE 

TO  LEAFBRAKE 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

1.00 

90 

4 

OPERATE 

LEAFBRAKE-LEVER  PROCESS 

A1  BO 

G1 

M6 

XI 6 

10 

AO 

1.00 

240 

5 

REPLACE 

SHEETMETAL2  FROM  LEAFBRAKE 

TO  CART  AT  LEAFBRAKE 

WITH  4 

STEPS 

A1  BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

MOVE  CART  WITH  SHEETMETAL  FROM 

LEAFBRAKE  TO 

WORKTABLE 

A1  BO 

G1 

A81 

B3 

PI 

AO 

1.00 

870 

TOTAL  TMU  1690 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  ASSEMBLE  STRAIGHT  SECTION 


Output  to  line-Printer  <Y  or  N>  ?  N 
(39,  1) 

FIT,  Wll  STRGHT.M56 

ASSEMBLE  STRAIGHT  SECTION  WITH  HAMMER  AT  SHEETMETAL  SHOP 
PER  STRAIGHT  OFG :  4  21-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  GALV.  SHEETMETAL 

*  18 ' X12 ' X18 ' L  STRAIGHT  SECTION 

*  FLATTEN  LAP  ENDS 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  FASTEN  [FLATTEN]  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PO  F  6 )  A1  BO  PI  AO  (12)  1.00  880. 

3  POSITION  SHEETMETAL  [TOP]  TO  SHEETMETAL  [BOTTOM]  AT 

WORKTABLE  WITH  2  STEPS 

A1  BO  G1  A3  BO  P6  AO  1.00  110. 

4  PLACE  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  6 

A1  BO  G1  A1  BO  P3  AO  6.00  360. 

5  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  2  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PO  F  6 )  A1  B0  PI  AO  (6)  1.00  460. 

6  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  4  STRIKES 

USING  HAMMER  AT  WORKTABLE.  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PO  F10 )  A1  BO  PI  AO  (6)  1.00  700. 

7  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  10  (4567) 

A1  BO  G1  ( A1  BO  PO  F32 )  A1  BO  PI  AO  (10)  1.00  3340. 

8  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO  1.00  100. 


TOTAL  TMU  6170. 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION 
Output  to  line-Printer  <Y  or  N>  ?  N 


(39,  1) 

FIT  .Wll  STRGHT.M80 

MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  STRAIGHT  SECTION  OFG :  4  24-MAY-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  11  GAUGE  GALV.  SHEETMETAL 

*  10 ' X6 ' XI 6 '  STRAIGHT  SECTION 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 
STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 


2 

A1  BO  G1  ( A1  BO  PI  M32 )  A1  BO  PI  AO  (4) 

MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  10  (4567) 

1.00 

1400 

3 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (10) 

POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  F  5 

1.00 

540 

4 

A1  BO  G1  A1  BO  P  6  AO 

MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETHETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  5  (456 

7  ) 

AL  BO  G1  ( A1  BO  PI  R16)  A1  BO  PI  AO  (5) 

POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  F  10 

5.00 

450 

5 

1.00 

940 

6 

A1  BO  G1  A1  BO  P  6  AO 

MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 
DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  10  (456 

7  ) 

A1  BO  G1  (A1  EO  PI  R6)  A1  BO  FI  AO  (10) 

POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

10.00 

900 

7 

1.00 

840 

8 

A1  BO  G1  A1  BO  P  6  AO 

FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 
HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

4.00 

360 

9 

A1  BO  G1  ( A1  BO  FO  F3)  A1  BO  PI  AO  (4) 

MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

1.00 

200 

10 

A1  BO  G1  (A1  BO  PI  R16)  A1  BO  PI  AO  (5) 

MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 

ASIDE  PF  29  (4567) 

1.00 

940 

11 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (29) 

MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567) 

1.00 

1490 

A1  BO  G1  ( A1  BO  FI  R3)  A1  BO  PI  AO  (52) 

12  PLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 
WITH  4  STEPS  F  2 

1.00 

2640 

13 

A1  BO  G1  A6  BO  F3  AO 

MOUE  CART  FROM  WORKTABLE  TO  14FT. SHEAR 

2.00 

220 

A1  BO  G1  A81  BO  PI  AO 

1.00 

840 

TOTAL  TMU 


11760. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  heir>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  STRGHT.M81 

SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  14FT. SHEAR  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  SECTION  OFG :  4  24-MAY-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  11  GAUGE  GALV.  SHEETMETAL 

*  10 ' X6 ' X16 '  STRAIGHT  SECTION 

*  SHEAR  STRAIGHT  TOP  AND  BOTTOM  PIECES 
FITTER  BEGINS  AT  14FT. SHEAR 

1  POSITION  SHEETMETAL  FROM  CART  AT  14FT. SHEAR  TO 
14FT. SHEAR  WITH  4  STEPS  F  2 


A1  BO  G1 

A6 

BO 

P  6 

A0 

2.00 

280 

2 

PUSH  14FT . SHEAR-FOOTPEDAL  PROCESS 

AL  BO  G1 

Ml 

X3 

10 

A0 

1.00 

60 

3 

POSITION  SHEETMETAL  FROM  14FT. SHEAR 

TO 

14FT 

.SHEAR  F  2 

A1  BO  G1 

A1 

BO 

P  6 

A0 

2.00 

180 

4 

PUSH  14FT. SHEAR-FOOTPEDAL  PROCESS  F 

2 

A1  BO  G1 

Ml 

X3 

10 

A0 

2.00 

120 

5 

REPLACE  SHEETMETAL  FROM  14FT. SHEAR 

TO  CART 

AT 

14FT. SHEAR  WITH  12  STEPS  F  2 

A1  P0  G1 

A24 

BO 

P3 

A0 

2.00 

580 

6 

MOVE  CART  FROM  14FT. SHEAR  TO  WORKTABLE 

A1  BO  G1 

A81 

B3 

PI 

A0 

1.00 

870 

TOTAL  TMU  2090 


Type  D, EM, CT, EW, EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  CUT  SHEETMETAL  FOR  STRAIGHT  SECTION 
Output,  to  line-Printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  STRGHT.M82 

CUT  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  SABER-SAW  AT  SHEETMETAL 

SHOP 

PER  STRAIGHT  SECTION  OFG :  4  24-MAY-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  11  GAUGE  GALV.  SHEETMETAL 

*  10  'X6 'X16 '  STRAIGHT  SECTION 

*  CUT  CORNERS  FOR  STRAIGHT  SECTION 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 


WITH  4 

STEPS  F  2 

A1  BO 

G1  A6  BO 

P3 

AO 

2.00. 

ana  • 

2 

MOUE  SABER-SAW2  FROM  TOOLROOM  TO 

WORKTABLE 

A96  BO 

G1  A96  B3 

PI 

AO 

1.00. 

1970. 

3 

OPERATE 

SABER-SAW  AT  WORKTABLE  PROCESS 

A1  BO 

G1  M6  X67 

10 

AO 

1.00 

750. 

4 

REPLACE 

SHEETMETAL  FROM  WORKTABLE  TO  CART  AT 

WORKTABLE 

WITH  4 

STEPS  F  2 

A1  BO 

Gil  A6  BO 

P3 

AO 

2.00 

220. 

5 

MOUE  CART  FROM  WORKTABLE  TO  14FT 

HYDROFRESSBRAKE 

A1  BO 

G1  A96  BO 

PI 

AO 

1.00 

990. 

TOTAL  TMU  4150. 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


62  4  0 


File  Description  ?  BEND  SHEETMETAL  FOR  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  STRGHT.M83 

BEND  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH 
AT  SHEETMETAL  SHOP 
PER  STRAIGHT  SECTION 

NASSCO  SHEETMETAL  SHAPE  2 

*  11  GAUGE  GALV.  SHEETMETAL 

*  10 ' X6 ' X16 ' L  STRAIGHT  SECTION 

*  BEND  SIDES  OF  STRAIGHT  UP  90  DEGREES 

*  COMPLETE  IN  WELD  BOOTH  AREA 

*  COMPLETE  IN  MWELD . . . SEE  STRGHT.M84 
FITTER  BEGINS  AT  14FT  HYDROPRESSBRAKE 

1  POSITION  SHEETMETAL  FROM  CART  AT  14FT  HYDROFRESSBRAKE 
TO  14FT  HYDROPRESSBRAKE  WITH  4  STEPS 


A1 

BO  G1 

A6  BO 

P  6 

A0 

1.00 

140 

2 

PUSH 

14FT 

HYDROFESSBRAKE-FOOTPEDAL  PROCESS 

A1 

BO  G1 

Ml  X24 

10 

A0 

1.00 

270 

3 

POSITION 

SHEETMETAL  FROM  14FT  HYDROPRESSBRAKE 

TO 

14FT 

HYDROPRESSBRAKE  WITH  5 

STEPS 

A1 

BO  G1 

A10  BO 

P  6 

A0 

1.00 

180 

4 

PUSH 

14FT 

HYDROPESSBRAKE-FOOTPEDAL  PROCESS 

A1 

BO  G1 

Ml  X24 

10 

A0 

1.00 

270 

REPLACE 

SHEETMETAL2  FROM  14FT 

HYDROPRESSBRAKE 

TO 

CART  AT 

14FT 

HYDROPRESSBRAKE  WITH  4 

STEPS 

A1 

BO  G1 

A6  BO 

P3 

A0 

1.00 

110 

6 

MOVE 

CART 

FROM  14FT  HYDROPRESSRRAKE 

TO  WORKTABLE 

A1 

BO  G1 

A96  B3 

PI 

A0 

1.00 

1020 

TOTAL  TMU  1990 


14FT .  HYDRO-PRESS-BRAKE 
OFG :  4  2 4 -MAY- 8 3 


Type  D, EM, CT, EW, EX, L, LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


g a  so 


File  Description  ?  WELD  STRAIGHT  SECTION 
Output  to  line-Printer  <Y  or  N>  ?  N 
39, 101) 

WELD,  W0  1  STRGHT.M84 

WELD  STRAIGHT  SECTION  WITH  ARC  (STICK)  WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  STRAIGHT  SECTION  OFG:  4  21-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  2 

*  11  GAUGE  GALV.  SHEETMETAL 

*  10  '  X6 ' XI 6 ' L  STRAIGHT  SECTION 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  FITTER  MOUE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131  B3  PI  AO  1.00  1370. 

3  PLACE  SHEETMETAL  FROM  CART  AT  WELDTABLE  TO  WELDTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  F3  AO  2.00  220. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32  1.00  370. 

5.  WELDOR  TURN  CURRENT  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 
WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  B0  G1  M3  X0  10  A1  1.00  60. 

6  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  2 

A3  B3  G1  A1  B0  F6  A0  2.00  280. 

7  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  2 

A1  BO  G1  Ml  X10  10  A0  2.00  260. 

8  WELDOR  FASTEN  WELDOR  TO  STINGER-BUTTON1  AT  WELDTABLE  1 

WRIST-TURN  USING  HAND  F  7 

A1  BO  G1  A1  BO  PI  F3  AO  BO  PO  AO  7.00  490. 

9  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  7 

A1  BO  G1  Ml  XO  10  A1  7.00  280. 

10  WELDOR  POSITION  STINGER  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  7 

A1  BO  G1  A1  BO  P  6  AO  7.00  630. 

11  OPERATE  WELD  STINGER-BUTTON2  AT  WELDTABLE  PTIME  65  S  F 

5 

A1  BO  G1  M6  X17310  AO  5.00  9050. 

12  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F7 

A1  B0  G1  Ml  XO  10  A1  7.00  280. 

13  WELDOR  LOOSEN  SLAG  FROM  SHEETMETAL  ASSEMBLY  AT 

WELDTABLE  6  STRIKES  USING  SLAGHAMMER  AT  WELDTABLE  AND 
ASIDE  PF  3  (4567) 

A1  B0  G1  ( A1  B0  P0  LI 6  )  A1  B0  PI  A0  (3)  1.00  550. 

4  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 

ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
1  0  (4  5  6  7) 

A1  B0  G1  ( A1  B0  FI  CIO)  A1  B0  PI  A0  (10)  1.00 


1240. 


15  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 
WELDTABLE  WITH  4  STEPS  F  2 


A1  BO 

G1 

A6  BO 

P3 

AO 

2.00 

220 

16  FITTER  MOUE  CART  FROM  WELDTABLE 

TO 

WORKTABLE 

A1  BO 

G1 

A131B0 

PI 

AO 

1.00 

1340 

TOTAL 

TMU 

16860 

File  Description  ?  WELD  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ? 
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File  Description  ?  MARK  OUT  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  .WO 8  STRGHT- 

MARK  OUT  SHEETMETAL  FOR  12X8X35  STRAIGHT  SECTION  WITH  AWL  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  SECTION  OFG:  4  28-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #2 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1917 

*  20  GAUGE  GALV.  SHEETMETAL 

*  12  '  X8 ' X35 ' L  STRAIGHT  SECTION 

*  MARK  OUT  BOTTOM  &  TOP  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  M32 )  A1  BO  PI  AO  (4)  1.00  1400. 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AND  ASIDE  PF  10  (4567) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (10)  1.00  540. 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  3 

A1  RO  G1  A1  BO  F  6  AO  3.00  270. 

4  MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  1  DIGIT 

USING  AWL  AND  ASIDE  PF  3  (4567) 

A1  BO  G1  ( A1  BO  FI  R3)  A1  BO  PI  AO  (3)  1.00  190. 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  F  10 

A1  BO  G1  A1  BO  F  6  AO  10.00  900. 

6  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  10  (456 
7  ) 

A1  BO  G1  ( A1  BO  FI  R6)  A1  BO  FI  AO  (10)  1.00  840. 

7  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  8 

A1  BO  G1  A1  BO  F  6  AO  8.00  720. 

8  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  2  STRIKES 

USING  HAMMER  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PO  F6)  A1  BO  PI  AO  (8)  1.00  600  + 

9  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  2  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  22  (4567) 

A1  BO  G1  ( A1  BO  PI  R6 )  A1  BO  FI  AO  (22)  1.00  1800. 

10  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND  HOLD 
PF  36  (4567) 

A1  BO  G1  ( A1  BO  PI  R3 )  AO  BO  PO  AO  (36)  1.00  1820. 

11  MOUE  BLACKPEN  FROM  FITTER  TO  SHEETMETAL  AT  WORKTABLE 

A1  BO  G1  A1  BO  FI  AO  1.00  40. 

2  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567) 


A1  BO  G1  (A1  B0  PI  R3 )  A1  BO  FI  AO  (52)  1.00 


2640. 


13  PLACE  SHEETMETAL2  FROM  WORKTABLE 

TO  CART 

AT 

WORKTABLE 

WITH  4  STEPS 

A1 

BO 

G1  A6 

BO 

F3  AO 

1.00 

110 

MOVE  CART  FROM  WORKTABLE  TO 

A1 

SMALLSHEAR 

BO  G1  A67 

BO 

FI  AO 

1.00 

700 

TOTAL 

TMU 

12570 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W 

cor 

H  for  help> 

■p 

File  Description  ?  SHEAR  SHEETMETAL  FOR  12 'X8'  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  '  .Wll  STRGHT.M31 

SHEAR  SHEETMETAL  FOR  12 'X8'  STRAIGHT  SECTION  WITH  SMALL  SHEAR  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  SECTION  OFG:  4  07-JUL-83 

NASSCO  SHEETMETAL  SHAPE  #  2 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1917 

*  20  GAUGE  GALV.  SHEETMETAL 

*  12 ' X8 ' X35 ' L  STRAIGHT  SECTION 

*  SHEAR  TOP  &  BOTTOM  PIECES  OF  STRAIGHT 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1  BO 

G1 

A6 

BO 

P  6 

A0 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

A1  BO 

G1 

Ml 

X6 

10 

A0 

1.00 

90 

3 

POSITION  SHEETMETAL2  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  WITH 

3  STEPS  F  2 

A1  BO 

G1 

A6 

BO 

F  6 

A0 

2.00 

280 

4 

PUSH  FOOTPEDAL  AT 

SMALLSHEAR 

PROCESS 

F  2 

A1  BO 

G1 

Ml 

X6 

10 

A0 

2.00 

180 

5 

REPLACE  SHEETMETAL 

FROM  SMALLSHEAR  TO  CART 

AT 

SMALLSHEAR  WITH  4 

STEPS  F  2 

A1  BO 

G1 

A6 

BO 

P3 

A0 

2.00 

220 

6 

MOVE  CART  WITH  SHEETMETAL2  FROM 

SMALLSHEAR  TO  WORKTABLE 

A1  BO 

G1 

A67 

B3 

PI 

A0 

1.00 

730 

TOTAL  TMU  17  80 


Type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  <STRGHT.M32>  ? 


le  Description  ?  CUT  CORNERS  FOR  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  . W08  S  T  R  G 

CUT  CORNERS  FOR  STRAIGHT  SECTION  WITH  SNIPS  AT  SHEETMETAL  SHOP 
PER  STRAIGHT  OFG:  4  25-APR-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1017 

*  20  GAUGE  GALV.  SHEETMETAL 

*  12 ' X8 ' X35 ' L  STRAIGHT  SECTION 

*  FLATTEN  CORNERS  AFTER  CUTTING 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  3  STEPS 


A1  BO 

G1 

A6  BO 

P3  AO 

1.00 

110 

2 

CUT  CORNERS  ON 

SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF 

12 

(456 

7  ) 

A1  BO 

G1  ( A1  BO  F3 

C3 ) 

A1  BO 

PI  AO 

(12) 

1.00 

880 

3 

FASTEN  [FLATTEN]  CORNERS  ON  SHEETMETAL  AT 

WORKTABLE  3 

STRIKES  USING 

HAMMER  AND  ASIDE 

PF 

12  (  4  5 

6  7  ) 

A1  BO 

G1  ( A1  BO  PO 

F  6 ) 

A1  BO 

PI  AO 

(12) 

1.00 

880 

4 

PLACE  SHEETMETAL  FROM  WORKTABLE 

TO 

CART  AT 

WORKTABLE 

WITH  4  STEPS 

A1  BO 

G1 

A6  BO 

P3  AO 

1.00 

110 

5 

MOUE  CART  WITH 

SHEETMETAL  FROM 

WORKTABLE  TO 

PITTSBURGH 

A1  BO 

G1 

A54  BO 

FI  AO 

1.00 

570 

TOTAL  TMU  2550 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


4330 


File  Description  ?  FORM  PITTSBURGH  EDGE  ON  STRAIGHT  SECTION 

Output  to  line-printer  <Y  or  N>  ?  N 

(39,  3)  __ 

FIT  . W08  S  T  R  G 

FORM  SHEETMETAL  FOR  FITTSBURGH  EDGE  ON  STRAIGHT  SECTION  WITH 
PITTSBURGH  MACHINE  AT  SHEETMETAL  SHOP 

PER  STRAIGHT  SECTION  OFG:  4  25-APR-83 

NASSCO  SHEETMETAL  SHAPE  #  2 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1917 

*  20  GAUGE  GALV.  SHEETMETAL 

*  12  '  X8 ' X35 ' L  STRAIGHT  SECTION 

*  FORM  90  DEGREE  EDGE 

*  FORM  EDGE  ON  BACK  SIDE  OF  PITTS.  MACHINE 
FITTER  BEGINS  AT  PITTSBURGH 


1  PLACE  SHEETMETAL  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 
WITH  4  STEPS  F  2 


A1  BO 

G1 

A6 

BO  F3 

AO 

2.00 

220. 

2 

PUSH  PITTSBURGH-BUTTON  PROCESS  F 

2 

A1  BO 

G1 

Ml 

X32  10 

AO 

2.00 

700. 

3 

PUSH  AND  GUIDE  SHEETMETAL  THROUGH  PITTSBURGH  AT 

PITTSBURGH  WITH  4 

STEPS  F  2 

A6  BO 

G1 

Ml 

XO  13 

AO 

2.00 

220. 

4 

PUSH  AND  GUIDE  SHEETMETAL  THROUGH  PITTSBURGH  AT 

PITTSBURGH  WITH  6 

STEPS  F  2 

A10  BO 

G1 

Ml 

XO  13 

AO 

2.00 

300. 

5 

REPLACE  SHEETMETAL2 

FROM  PITTSBURGH 

TO  CART  AT 

PITTSBURGH  WITH  4 

STEPS 

A1  BO 

G1 

A6 

BO  F3 

AO 

1.00 

110. 

6 

MOVE  CART  WITH  SHEETMETAL  FROM  PITTSBURGH  TO 

CORNICEBRAKE 

A1  BO 

G1 

A24 

BO  FI 

AO 

1.00 

270, 

TOTAL  TMU  1820, 


Type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  <STRGHT.M34>  ? 


le  Description  ?  BEND  90  DEGREE  BEND  IN  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 


(39, 

FIT, 


3) 

.  W08 


s  t  r  g 


BEND  SHEETMETAL  TO  90  DEGREE  BEND  IN  STRAIGHT  SECTION  WITH 
CORNICE  BRAKE  AT  SHEETMETAL  SHOP 

PER  STRAIGHT  OFG :  4  25-APR-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1917 

*  20  GAUGE  GALV,  SHEETMETAL 

*  12 ' X8 ' X35 ' L  STRAIGHT  SECTION 

*  MARK  OUT  BOTTOM  AND  TOP 
FITTER  BEGINS  AT  CORNICEBRAKE 


1  PLACE  SHEETMETAL  FROM  CART  AT  CORNICEBRAKE  TO 
CORNICEBRAKE  WITH  4  STEPS 


A1  B0 

G1  A6 

B0 

P3 

A0 

1.00 

110 

2 

OPERATE  CORNICEBRAKE-LEVER  PROCESS  F  2 

A1  B0 

G1  M6 

X42 

10 

A0 

2.00 

1000 

3 

REPLACE  SHEETMETAL  FROM  CORNICEBRAKE  TO 

CART 

AT 

CORNICEBRAKE  WITH  4  STEPS 

A1  B0 

G1  A6 

B0 

F3 

A0 

1.00 

110 

4 

MOVE  CART  WITH  SHEETMETAL  FROM 

CORNICEBRAKE 

TO 

WORKTABLE 

A1  B0 

G1  A54 

B3 

PI 

A0 

1.00 

600 

TOTAL  TMU  182  0 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 

7o 


File  Description  ?  ASSEMBLE  STRAIGHT  SECTION 
Output  tO  line-Printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  '  .Wll  STRGHT.M35 

ASSEMBLE  SHEETMETAL  FOR  12X8  STRAIGHT  SECTION  WITH  HAMMER  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  OFG:  4  07-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  HULL  418 

*  DRAWING:  501-292 

*  V2-92008 

*  V6-1917 

*  20  GAUGE  GALV,  SHEETMETAL 

*  12 ' X8 ' X35 '  LG  STRAIGHT  SECTION 

*  ASSEMBLE  TOP  TO  BOTTOM  OF  STRAIGHT 

* 

FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

2  POSITION  SHEETMETAL  [TOP]  FROM  WORKTABLE  TO  SHEETMETAL 

[BOTTOM]  AT  WORKTABLE 

A1  BO  G1  A1  BO  F  6  AO 

3  POSITION  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  8 

A1  BO  G1  A1  BO  P6  AO 

4  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  2  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  (A1  BO  PO  F  6 )  A1  BO  PI  AO  (8) 

5  FASTEN  SHEETMETAL  TO  SHEETHETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PO  PO)  A1  BO  FI  AO  (6) 

6  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  19  (4567) 

A1  BO  G1  ( A1  BO  PO  F32 )  A1  BO  PI  AO  (19) 

7  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO 


TOTAL  TMU  8500. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


2.00 

220 

1.00 

90 

8.00 

720 

1.00 

600, 

1.00 

460. 

1.00 

6310. 

1.00 

100. 
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File  Description  ?  MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 


(39,  1)  _ _ 

FIT  .Wll  S  T  R  G  flBT 

MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  AWL  AT  SHEETMETAL 
SHOP 

PER  STRAIGHT  SECTION  OFG :  4  16-MAY-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  GALV,  SHEETMETAL 

*  17 ' X14 ' X33 ' L  STRAIGHT  SECTION 

*  MARK  OUT  STRAIGHT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  MEASURE  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  USING. 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  PI  M32  A1  BO  PI  AO  1.00  330. 

2  MARK  DIMENSIONS  FROM  STEEL-TAPE  TO  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 

4  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (4)  1.00  240. 

3  MOVE  STEEL-TAPE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00  190. 

4  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  BO  G1  ( A1  BO  II  M32 )  A1  BO  PI  AO  (3)  1.00  1060. 

5  MARK  DIMENSIONS  FROM  STEEL-TAPE  TO  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 
6(4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (6)  1.00  340. 

6  POSITION  STRAIGHTEDGE-FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  1  STEP  F  5 

A1  BO  G1  A3  BO  P6  AO  5.00  950. 

7  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETHETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  WITH  1  STEP 
F  5 

A1  BO  G1  A1  BO  PI  R16  A1  BO  FI  AO  5.00  1100. 

8  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

9  POSITION  CORNER  TEMPLATE  FROM  SHEETMETAL  TO  SHEETMETAL 

AT  WORKTABLE  F  7 

A1  BO  G1  A1  BO  P  6  AO  7.00  630. 

10  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  TO  SHEETMETAL  AT 

WORKTABLE  2  DIGITS  USING  AWL  AT  WORKTABLE  WITH  1  STEP 
AND  ASIDE 

A1  BO  G1  A1  BO  PI  A3  R6  A1  BO  PI  AO  1.00  150. 

11  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  TO  SHEETMETAL  AT 

WORKTABLE  2  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 
7  (4  5  6  7) 

A1  BO  G1  (A1  BO  PI  R6)  A1  BO  Pll  AO  (7)  1.00  600. 

POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  A1  4.00  360. 

13  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 


HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PO  F3 )  A1  BO  PI  AO  (4)  1.00 

14  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  3  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R16)  A1  BO  PI  AO  (3)  1.00 

15  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  2  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PI  R6 )  A1  BO  FI  AO  (8)  1.00 

16  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  15  (4567) 

A1  BO  G1  ( A1  BO  FI  R3)  A1  BO  PI  AO  (15)  1.00 

17  MOVE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  B1  PI  AO  1.00 

18  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  F  3 

A1  BO  G1  A1  BO  P  6  AO  8.00 

19  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  B0  PI  R6)  A1  BO  PI  AO  (8)  1.00 

20  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  2  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PI  R6 )  A1  BO  PI  AO  (8)  1.00 

21  MARK  CONSTRUCTION  INFORMATION.  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  15  (4567) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (15)  1.00 

22  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKFEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  FI  A0  (52)  1.00 

23  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

24  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  FI  AO  1.00 


TOTAL  TMU 


200. 

580. 

680. 

790. 

190. 

720. 

630. 

630. 

790. 

2640. 

220. 

700. 

14610. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 


(39,  1) 

FIT  .Wll  STRGHT  pV 

SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  SMALL  8FT .  SHEAR'  AT 
SHEETMETAL  SHOP 

OFG :  4  1 6 -MAY- 8 3 

PER  DSTRAIGHT  SECTION 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  GALV.  SHEETMETAL 

*  17 ' X14 ' X33 '  L  STRAIGHT  SECTION 

*  SHEAR  TOP  &  BOTTOM  PIECES  FOR  — 

*  —  STRAIGHT  SECTION 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO  P  6 

AO 

2  .  0 

0 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  2 

A1 

BO 

G1 

Ml 

X6  10 

AO 

2.00 

180 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  F  2 

A1 

BO 

G1 

A1 

BO  P  6 

AO 

2.00 

180 

4 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR 

TO  CART  AT 

SMALLSHEAR  F  2 

A1 

BO 

G1 

A1 

BO  P3 

AO 

2.00 

120 

5 

MOVE  CART  WITH  SHEETMETAL  FROM 

SMALLSHEAR  TO  WORKTABLE 

A1 

BO 

G1 

A67 

B3  PI 

AO 

1  .  O 

O 

730 

TOTAL  TMU  14  90 


Type  D, EM, CT, EW, EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  CUT  SHEETMETAL  FOR  STRAIGHT  SECTION 


to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  STRGHT  | 

CUT  SHEETMETAL  FOR  STRAIGHT  SECT 
PER  STRAIGHT  SECTION 

NASSCO  SHEETMETAL  SHAPE  2 

*  13  GAUGE  GALV.  SHEETMETAL 

*  17  '  X14 ' X33 ' L  STRAIGHT  SECTION 
FITTER  BEGINS  AT  WORKTABLE 


N  WITH 


SNIPS  AT 
DFG :  4 


SHEETMETAL 

16-MAY-83 


SHOP 


1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

2  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  P3  C3  )  A1  BO  PI  AO  (16)  1.00 

3  FASTEN  [FLATTEN]  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  16  (  4 
5  6  7) 

A1  BO  G1  ( A1  BO  PO  F6  )  A1  BO  PI  AO  (16)  l.oo 

4  REPLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

F  2 

A1  BO  G1  A1  BO  P3  AO  2.oo 

5  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  LAPOUT 

A1  BO  G1  A54  BO  PI  AO  1.  00 


TOTAL  TMU 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


220. 

1160. 

1160. 

120. 

570. 

3230. 


File  Description  ?  FORM  LAP  ENDS  FOR  STRAIGHT  SECTION 


(C^Jutput  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  STRGHJ 

FORM  LAP  ENDS  FOR  STRAIGHT  SECT 
AT  SHEETMETAL  SHOP 
PER  STRAIGHT  SECTION 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  GALV.  SHEETMETAL 

*  17 ' X14 ' X33 ' L  STRAIGHT  SECTION 


ITH  LAPOUT 


DfG: 


(ROTARY  MACHINE) 
4  1 6 -MAY- 8 3 


FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  2 


A1 

BO 

G1  A6 

BO 

P3 

A0 

2.00 

2 

PUSH 

LAPOUT-SWITCH 

PROCESS  F 

2 

A1 

BO 

G1  Ml 

XI 6 

IO 

A0 

2.00 

3 

PUSH 

AND  GUIDE 

SHEETMETAL  THROUGH  LAPOUT  WITH  2 

STEPS 

F  2 

A3 

BO 

G1  Ml 

XO 

13 

A0 

2.00 

4 

REPLACE  SHEETMETAL 

FROM  LAPOUT 

TO  CART 

AT  LAPOUT 

’  WITH 

4  STEPS  F  2 

A1 

BO 

G1  A6 

BO 

P3 

A0 

2.00 

5 

MOVE 

CART  WITH 

SHEETMETAL2  FROM 

LAPOUT 

TO  PITTSBURGH 

A1 

BO 

G1  A6 

BO 

PI 

A0 

1.00 

220 

380 


160 


220 

90 


TOTAL  TMU  1070 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help>  ? 


File  Description  ?  FORM  PITTSBURGH  ON  STRAIGHT  SECTION 


Output  to  line-Printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  STRGHT.M64 

FORM  PITTSBURGH  ON  STRAIGHT  SECTION  WITH  PITTSBURGH  MACHINE  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  SECTION  OFG :  4  07-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  13  GAUGE  GALV.  SHEETMETAL 

*  17  '  X14 ' X33 '  L  STRAIGHT  SECTION 
FITTER  BEGINS  AT  PITTSBURGH 


1  PLACE  SHEETMETAL  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 
WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

2 

PUSH  PITTSBURGH-BUTTON  PROCESS  F 

4 

A1 

BO 

G1 

Ml 

X32 

10 

AO 

4.00 

1400 

3 

PUSH  AND  GUIDE  SHEETMETAL  THROUGH  PITTSBURGH  WITH  2 

STEPS  F  4 

A3 

BO 

G1 

Ml 

XO 

13 

AO 

4.00 

320 

4 

REPLACE  SHEETHETAL2  FROM  PITTSBURGH 

TO  CART 

AT 

-PITTSBURGH  WITH  4  STEPS  F  2 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

5 

HOVE  CART  WITH  SHEETMETAL  FROM 

PITTSBURGH  TO 

CORNICEBRAKE 

A1 

BO 

G1 

A24 

BO 

PI 

AO 

1.00 

270 

TOTAL  TMU  2430 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


8 


File  Description  ?  BEND  SHEETMETAL  FOR  STRAIGHT  SECTION 
Output  to  line-Printer  <Y  or  N>  ?  N 

(39,  1) 

FIT  .Wll  _ — 

BEND  SHEETMETAL  FOR  STRGHT 4H96?  WITH  CORNICE  BRAKE  AT 

SHEETMETAL  SHOP 

PER  STRAIGHT  SECTION  OFG :  4  16-MAY-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  13  GAUGE  GALV.  SHEETMETAL 

*  17 ' X14*X33 ' L  STRAIGHT  SECTION 

*  BEND  UP  SIDES  ON  STRAIGHT  SECTION — 

*  —90  DEGREES 

FITTER  BEGINS  AT  CORNICEBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  CORNICEBRAKE  TO 
CORNICEBRAKE  WITH  4  STEPS 


A1 

BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140 

2 

OPERATE  CORNICEBRAKE-LEVER 

PROCESS 

A1 

BO 

G1 

M6 

X42 

10 

AO 

1.00 

500 

3 

POSITION  SHEETMETAL  FROM  CORNICEBRAKE  TO  CORNICEBRAKE 

A1 

BO 

G1 

A1 

BO 

F  6 

AO 

1.00 

90 

4 

OPERATE  CORNICEBRAKE-LEVER 

PROCESS 

A1 

BO 

G1 

M6 

X42 

10 

AO 

1.00 

500 

5 

REPLACE  SHEETMETAL  FROM  CORNICEBRAKE 

TO 

CART 

Al- 

CORNICEBRAKE  WITH  4  STEPS 

A1 

BO 

G1 

A6 

BO 

PS 

AO 

1.00 

110 

6 

MOVE  CART  WITH  SHEETMETAL2 

FROM 

CORNICEBRAKE 

TO 

WORKTABLE 

A1 

BO 

G1 

A54 

B3 

PI 

AO 

1.00 

600 

TOTAL  TMU  1940. 

/Oj  /  6  0 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  ASSEMBLE  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 


(39,  1) 

FIT  .Wll  STRGHT, 

ASSEMBLE  STRAIGHT  SECTION  WITH 
PER  STRAIGHT  SECTION 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  GALV.  SHEETMETAL 

*  17  '  X14 ' X33 ' L  STRAIGHT  SECTION 
FITTER  BEGINS  AT  WORKTABLE 


ER  AT  SHEETMETAL  SHOP 

OFG :  4  1 6 -MAY- 8 3 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  FASTEN  [FLATTEN]  SHEETMETAL  AT  WORKTABLE  WITH  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PO  F  6 )  A1  BO  PI  AO  (4)  1.00  320. 

3  POSITION  SHEETMETAL  [TOP]  TO  SHEETMETAL  [BOTTOM]  AT 

WORKTABLE 

A1  BO  G1  A1  BO  P  6  AO  1.00  90. 

4  PLACE  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  12 

A1  BO  G1  A1  BO  P3  AO  12.00  720. 

5  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  2  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PO  F  6 )  A1  BO  FI  AO  (12)  1.00  380. 

5  FASTEN  SHEETMETAL  TO  SHEEETMETAL  AT  WORKTABLE  4  STRIKES 
USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PO  F10 )  A1  BO  PI  AO  (12)  1.00  1360. 

7  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 
USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  20  (4567) 

A1  BO  G1  ( A1  B0  PO  F32 )  A1  BO  PI  AO  (20)  1.00  6640. 

3  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO  1.00  100. 


TOTAL  TMU  10330. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 
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File  Description  ?  HARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION 

Output  to  line-printer  <Y  or  N>  ?  N 

(39,  1)  _ 

FIT  .Wll  STRGHT 

MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  STRAIGHT  SECTION  OFG :  4  24-M4Y-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 ' Xll ' X34 ' L  STRAIGHT  SECTION 

*  HARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  meAsuRe  DIMENSIONS  ON  SHEEETMETAL  At  WORKTABLE  usIng 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  WITH  3  STEPS  PF  4  ( 

4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  M32 )  A1  BO  PI  AO  (4)  1.00  1400. 

2  MARK  DIMENSIONS  AN  SHEETMETAL  At  WORKTABLE  1  DIGIT 

USING  STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  7  (4567) 


A1 

BO 

G1  ( A1 

BO 

PI 

R3 )  A1  BO 

PI 

AO 

(7) 

1.00 

390 

MOVE  STEEL- 

-TAPE 

FROM  WORKTABLE 

TO  OTHER  SIDE 

OF 

WORKTABLE 

WITH 

9  STEPS 

A1 

BO 

G1  A16  BO 

PI 

AO 

1.00 

190 

4  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 
STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  WITH  3  STEPS  PF  3  ( 

4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  M32 )  A1  BO  PI  AO  (3)  1.00  1060. 


5  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  WITH  3  STEPS  PF  5  (  4 
5  6  7) 


A1 

BO 

G1  (A1 

BO 

PI 

R3 ) 

A1 

BO 

PI 

AO  (5) 

1.00 

290 

POSITION 

STRAIGHTEDGE 

FROM 

worktAble  TO 

sheetmetAl  At 

WORKTABLE 

WITH 

2  STEPS 

F  3 

A1 

BO 

G1 

A3 

BO 

P  6 

AO 

3.00 

330 

7  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 
5  DIGITS  USING  AWL  AT  WORKTABLE  WITH  3  STEPS  AND  ASIDE 
PF  3  (4567) 


A1  BO  G1  ( A1  RO  PI 

A6 ) 

R16 

A1 

BO 

PI 

AO  (3) 

1.00 

440 

MOUE  STRAIGHTEDGE  FROM  WORKTABLE 

TO  OTHER  SIDE 

OF 

WORKTABLE  WITH  9  STEPS 

A1 

BO 

G1 

A1 

BO 

PI 

AO 

1.00 

190 

POSITION  STRAIGHTEDGE  FROM 

WORKTABLE 

TO 

SHEETMETAL  AT 

WORKTABLE  F  3 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

3.00 

270 

10  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 
5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  3  (456 
7  ) 


A1  B0  G1 

( A1 

BO  PI 

R16) 

A1 

BO 

PI 

AO  (3) 

1.00 

580 

POSITION  CORNER  TEMPLATE 

FROM  WORKTABLE 

TO  SHEETMETAL 

AT  WORKTABLE  WITH 

2  STEPS  F  4 

A1  BO 

G1 

A3 

BO 

P  6 

AO 

4.00 

440 

l2  MARK  LINES  FROM  CORNER  TEMPLATE  TO  SHEETMETAL  AT 

WORKTABLE  2  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 
4  (4  5  6  7) 


A1  BO  G1  ( A1  BO  PI  R6 )  A1  BO  PI  AO  (4)  1.00 

13  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  AND  ASIDE  F  2 

A1  BO  G1  A3  BO  P6  AO  2.00 

14  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  WITH  3  STEPS  AND  ASIDE  PF  2  (45 

6  7  ) 

A1  BO  G1  ( A1  BO  PO  A6 )  F3  A1  BO  PI  AO  (2)  1.00 

15  MOUE  CPUNCH  FROM  WORKTABLE  TO  OTHER  SIDE  OF  WORKTABLE 

WITH  9  POINTS 

A1  B0  G1  A1  B0  PI  AO  1.00 

16  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  AND  ASIDE  F  2 

A1  BO  G1  A3  BO  P6  AO  2.00 

17  FASTEN  CPUNCH  TO  SHEETHETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  WITH  2  STEPS  F  2 

A1  BO  G1  A1  BO  PO  F3  A1  BO  PI  AO  2.00 

18  POSITION  CORNER  template  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  2  STEPS  F  4 

A1  BO  G1  A3  B0  P6  AO  4.00 

19  MARK  LINES  FROM  CORNER  TEMPLATE  TO  SHEETMETAL  AT 

WORKTABLE  2  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 
4  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R6 )  A1  BO  PI  AO  (4)  1.00 

20  FITTER  MOVE  FROM  WORKTABLE  TO  OTHER  SIDE  OF  WORKTABLE 

WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00 

21  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  9  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  BO  G1  ( A1  BO  PI  R16)  A1  BO  PI  AO  (3)  1.00 

22  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  At 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND. 

ASIDE  PF  26  (4567) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  A0  (26)  1.00 

23  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (52)  1.00 

24  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6 

25  MOVE  CART  FROM  WORKTABLE  TO  14FT.  SHEAR 

A1  BO  G1  A81 


TOTAL  TMU 


BO 

F3 

AO 

2.00 

BO 

PI 

AO 

1.00 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


360. 

220. 

210. 

40. 

220. 

160. 

440. 

360. 

190. 

580. 

1340. 

2640. 

220. 

840. 

13400. 


File  Description  ?  SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION 


Output  to  line-Printer  <Y  or  N>  ?  N 

(39,  1)  .. 

FIT  .Wll  STRGHT--ij^» 

SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  14FT.  SHEAR  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  SECTION  OFG:  4  24-MAY-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 ' Xll ' X34 '  STRAIGHT  SECTION 

*  SHEAR  TOP  3  BOTTOM  PIECES  FOR  — 
t  —  STRAIGHT  SECTION 

FITTER  BEGINS  AT  14FT.  SHEAR 


1 

POSITION  SHEETMETAL  FROM  CART  AT  14FT.  SHEAR 

TO 

14FT .  SHEAR  WITH  4  STEPS  F  2 

A1  BO  G1 

A6 

BO 

P  6 

AO 

280 

2 

PUSH  14FT .  SHEAR-FOOTPEDAL  PROCESS 

A1  BO  G1 

Ml 

X3 

10 

AO 

1000 

60 

3 

POSITION  SHEETMETAL  FROM  14FT.  SHEAR 

TO 

14FT . 

SHEAR  WITH 

2  STEPS  F  6 

A1  BO  G1 

A3 

BO 

P  6 

AO 

6.00 

660 

4 

PUSH  14FT .  SHEAR-FOOTPEDAL  PROCESS  F 

6 

A1  BO  G1 

Ml 

X3 

10 

AO 

6.00 

360 

5 

REPLACE  SHEETMETAL  FROM  14FT.  SHEAR 

TO  CART 

AT 

14FT .  SHEAR  WITH  12  STEPS  F  2 

A1  BO  G1 

A24 

BO 

P3 

AO 

2.00 

580 

6 

MOUE  CART  FROM  14FT.  SHEAR  TO  WORKTABLE 

A1  BO  G1 

A81 

B3 

PI 

AO 

1.00 

870 

TOTAL  TMU  2810. 


Type  D, EM, CT, EW, EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  CUT  SHEETMETAL  FOR  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,  D  — 

FIT  .Wll  STRGHT  3MT 

CUT  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  SABER-SAW  AT  SHEETMETAL 

SHOP 

PER  STRAIGHT  SECTION  OFG:  4  24-MAY-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18  '  Xll ' X34 '  STRAIGHT  SECTION 

*  CUT  CORNERS  FOR  STRAIGHT  SECTION 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  F  2 


A1  BO 

G1  A6  BO 

F3 

AO 

2.00 

220 

2 

MOUE  SABER-SAW2  FROM  TOOLROOM  TO 

WORKTABLE 

A96  BO 

G1  A96  B3 

PI 

AO 

1.00 

1970 

3 

OPERATE  SABER-SAW  AT  WORKTABLE  PROCESS 

A1  BO 

G1  M6  X67 

10 

AO 

1.00 

750 

4 

PLACE  SHEETMETAL  FROM  WORKTABLE 

TO  WORKTABLE 

WITH  2 

STEPS 

A1  BO 

G1  A3  BO 

P3 

AO 

1.00 

80 

5 

OPERATE  SABER-SAW  AT  WORKTABLE  PROCESS 

A1  BO 

G1  M6  X67 

10 

AO 

1.00 

750 

REPLACE  SHEETMETAL  FROM  WORKTABLE 

TO  CART  AT 

WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO 

G1  A6  BO 

F3 

AO 

2.00 

220 

7 

MOUE  CART  FROM  WORKTABLE  TO  14FT 

HYDROPRESSBRAKE 

A1  BO 

G1  A96  BO 

PI 

AO 

1.06 

990 

TOTAL 

TMU 

4980 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


7  7  Jo 


File  Description  ?  BEND  SHEETMETAL  FOR  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  STRGHT^B^k 

BEND  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  14FT.  HYDRO-PRESS-BRAKE 
AT  SHEETMETAL  SHOP 

PER  STRAIGHT  SECTION  OFG:  4  24-MAY-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 ' Xll ' X34 '  STRAIGHT  SECTION 

*  BEND  SIDES  IF  STRAIGHT  SECTION 

*  COMPLETE  IN  WELD  BOOTH  AREA 

*  SEE  MWELD _ STRGHT.M94 

FITTER  BEGINS  AT  14FT.  HYDROFRESSBRAKE 

1  POSITION  SHEETMETAL  FROM  CART  AT  14FT  HYDROPRESSBRAKE 
TO  14FT  HYBROP RE SS BRAKE  WITH  2  STEPS  F  2 


A1 

BO  G1 

A3  BO 

P  6 

AO 

2.00 

220 

2 

PUSH 

14FT 

HYDROPRESSBRAKE-FOOTPEDAL  PROCESS  F 

2 

A1 

BO  G1 

Ml  X24 

10 

AO 

2.00 

540 

3 

POSITION 

SHEETMETAL  FROM 

14FT  HYDROFRESSBRAKE  TO 

14FT 

HYBROFRESSBRAKE  WITH  2 

STEPS  F 

2 

A1 

BO  G1 

A3  BO 

F  6 

AO 

2.00 

220 

4 

PUSH 

14FT 

HYDROPRESSBRAKE-FOOTPEDAL  PROCESS  F 

2 

A1 

BO  G1 

Ml  X24 

10 

AO 

2.00 

540 

5 

REPLACE  SHEETMETAL  FROM  14FT  HYDROFRESSBRAKE 

TO 

CART  AT 

14FT 

HYDROPRESSBRAKE  WITH  4 

STEPS 

A1 

BO  G1 

A6  BO 

P3 

AO 

1.00 

110 

6 

MOVE 

CART 

FROM  14FT  HYDROFRESSBRAKE 

TO  WORKTABLE 

A1 

BO  G1 

A96  B3 

PI 

AO 

1.00 

1020 

TOTAL  TMU  2650 


Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  (or  H  for  help>  ? 


File  Description  ?  WELD  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 

(39,  101) 

WELD  .  WOl  STRGHT.M94 

WELD  STRAIGHT  SECTION  WITH  ARC  (STICK)  WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  STRAIGHT  SECTION  OFG :  4  19-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  2 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 ' Xll ' X34 ' L  STRAIGHT  SECTION 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  To  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  FITTER  MOVE  CART  FROM  WORKTABLE  To  WELDTABLE 

A1  BO  G1  A131  B3  PI  AO  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32  1.00  370. 

5  WELDOR  TURN  CURRENT  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 
WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  10  A1  1.00  60. 

6  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

To  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  2 

A3  B3  G1  A1  BO  P6  AO  2.00  280. 

7  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  2 

A1  BO  G1  Ml  X10  10  AO  2.00  260. 

8  WELDROD  FASTEN  WELDROD  TO  STINGER1  AT  WELDTABLE  1 

WRIST-TURN  USING  HAND  F  15 

A1  BO  G1  A1  BO  PI  F3  AO  BO  PO  AO  15.00  1050. 

9  FULL  WELDHOOD  FROM  UP  AT  WELDOR  To  DOWN  AT  WELDOR  F  15 

A1  BO  G1  Ml  XO  10  A1  15.00  600. 

10  WELDoR  POSITION  STINGER-BUTTON1  FROM  WELDTABLE  TO 

SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  15 

A1  BO  G1  A1  BO  P  6  AO  15.00  1350. 

11  OPERATE  WELD  STINGER-BUTTON2  AT  WELDTABLE  PTIME  65  S  F 

1  1 

A1  BO  G1  M6  X173  10  AO  11.00  19910. 

12  push  wELDHooD  fRom  DOWN  at  wELDoR  to  up  at  wELDOR  f  15 

A1  BO  G1  Ml  XO  10  A1  15.00 

13  WELDoR  LOOSEN  SLAG  FROM  SHEETMETAL  ASSEMBLY  AT 

WELDTABLE  6  STRIKES  USING  SLAGHAMMER  AT  WELDTABLE  AND 
ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PO  LI  6 )  A1  B0  FI  AO  (6)  1.00  1060. 

14  WELDoR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 

ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
22  (4567) 

A1  BO  G1  ( A1  BO  PI  CIO)  A1  B0  PI  A0  (22)  1.00 


2680. 


15  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 
WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  F3  AO  2.00 

16  FITTER  MOUE  CART  FROM  WELDTABLE  TO  WORKTABLE 

A1  BO  G1  A131B0  PI  AO  1.00 


TOTAL  TMU 


File  Description  ?  WELD  STRAIGHT  SECTION 
output  to  line-printer  <Y  or  N>.  ? 


220 

1340 

31590 


.  T/flrr/  /fcfa  ^/t/r 


.  fx<gY_ ^  "_/a  .  TtCss/fS/ SfC/taxf 


Fa/*> 

l9l/o 

// 

M/fJ, 

AfA-zt/H  Ovf 

£  o  9#  o 

12 

MrU, 

73 -//*-<£. 

4  0  o  /  0 
"  •  > 

_ _ 2£. 

M/aS- 

y  sr/'/tf 


File  Description  ?  MARK  OUT  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 


39,  Zl--: 

FIT  STRGHT.M02 

MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  STRAIGHT  OFG :  4  04 -MAR-8 3 

A  REPRESENTATIVE  STRAIGHT  SECTION 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS: 5 'X6'X48’L 

*  NO  TEMPLATE  USED-LAYOUT  ONLY  (2  PIECES) 

*  STRAIGHT  VENT  =  STRGHT 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  HOLD 

A1  BO  G1  A1  BO  FI  M32  AO  BO  P0  AO  1.00  360. 

2  MARK  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING  AWL  AT 

WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (3)  1.00  190. 

3  MOVE  STEEL-TAPE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A1&  B0  FI  AO  1.00  190. 

4  MEASURE  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  HOLD 

A1  BO  G1  A1  BO  FI  M32  AO  BO  PO  AO  1.00  360. 

5  MARK  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING  AWL  AND 

ASIDE  PF  3  (4567) 

A1  BO  G1  .  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (3)  1.00  190. 

6  MEASURE  DIMENSION  ON  SHEETMETAL  aT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  HOLD 

A1  BO  G1  A1  BO  FI  M32  AO  BO  FO  AO  1.00  360. 

7  MARK  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING  STEEL-TAPE 

AT  WORKTABLE  AND  ASIDE  WITH  3  STEPS  PF  8  (4567) 

A1  BO  G1  A1  BO  FI  R3  )  A1  BO  FI  AO  (B)  1.00  440. 

8  MOVE  STEEL-TAPE  FROM  WORKTABLE  TO  WORKTABLE  3  STEPS  AND 

HOLD 

A1  BO  G1  A6  BO  FI  AO  1.00  90. 

9  MEASURE  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  FI  M32  A1  BO  PI  AO  1.00  380. 

10  MARK  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING  AWL  AND 

ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  B0  PI  R3  )  A1  0  PI  AO  (8)  1.00  440. 

11  POSITION  STRAIGHT-EDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  AND  HOLD  F  5 

A1  B0  G1  A1  B0  F  6  AO  5.00  450. 

12  MARK  LINE  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS  USING  AWL 

AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  (A1  BO  FI  R16  )  A1  BO  PI  A0  (5)  1.00  940. 

13  MOVE  STRAIGHT-EDGE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  AND  HOLD 


A1  BO  G1  A1  BO  PI  AO 


1.00 


wum\in£'Lrc.  n it u  nuiL-i.  t  ■  j  \  *  -»  j  <j  ✓  / 

(A1  BO  G1  A1  BO  P  6  AO  )  1.00  450. 

15  MARK  LINE  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS  USING  AWL 

AND  ASIDE  PF  5  (4567) 

A1  BO  G1  ( A1  BO  FI  R16  )  A1  BO  PI  AO  (5)  1.00  940. 

16  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  AND  ASIDE  PF  8  (  4  5  6) 

A1  BO  G1  ( A1  BO  P  6  )A0  (8)  1.00  580. 

17  FASTEN  CPUNCH  ON  SHEETMETAL  AT  UORKT ABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (  4  567) 

A1  BO  G1  (A1  BO  PO  F3  )  A1  BO  FI  AO  (8)  1.00  360. 

18  PLACE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  AND  ASIDE  PF  12  (456) 

A1  BO  G1  ( A1  BO  P3  )  AO  (12)  1.00  500. 

19  MARK  LINES  ON  SHEETMETAL  AT  WORKTABLE  2  DIGITS  USING 

AWL  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  (A1  B0  PI  R6  )A1  B0  PI  A0  (12)  1.00  1000. 

20  MOUE  CPUNCH  FROM  WORKTABLE  TO  OTHER  SIDE  OF  WORKTABLE 

WITH  9  STEPS 

A1  BO  G1  A16.B0  FI  AO  1.00  190. 

21  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  AND  ASIDE  PF  4  (456) 

A1  BO  G1  ( A1  BO  P  6  )A0  (4)  1.00  300  . 

22  FASTEN  CPUNCH  ON  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  (A1  B0  PO  F3  )A1  B0  PI  AO  (4)  1.00  200  . 

23  PLACE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  AND  ASIDE  PF  4  (456) 

A1  BO  G1  ( A1  BO  P3  )A0  (4)  1.00  180. 

24  MARK  SHEETMETAL  WITH  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (  4  5  6  7 

A1  BO  G1  ( A1  BO  PI  R6  )  A1  BO  FI  A0  (4)  1.00  360. 

MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 
REDPEN  AT  WORKTABLE  AND  ASIDE  PF  25  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (25)  1.00  1290. 

26  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  8  DIGITS  USING  BLACKPEN  AND  HOLD  F  8 

A1  BO  G1  A1  BO  PI  R32  AO  BO  PO  AO  8.00  2880. 

27  MOVE  BLACKPEN  FROM  FITTER  TO  WORKTABLE 

-A1  BO  G1  A1  BO  PI  AO  1.00  40. 

28  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AND  ASIDE  PF  35  (4567) 

A1  BO  G1  (A1  HO  PI  R3  )  A1  BO  FI  AO  (35)  1.00  1790. 

29  MOVE  REDPEN  FROM  WORKTABLE  TO  OTHER  SIDE  OF  WORKTABLE 

WITH  9  STEPS 

A1  BO  G1  A16  BO  FI  A0  1.00  190. 

30  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  30  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (30)  1.00  1540. 

31  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  20  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (20)  1.00  1040. 

32  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  35  (  4  5  6  7 

A1  B0  G1  ( A1  BO  PI  R3  )A1  B0  PI  A0  (35)  1.00  1790. 


33  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 


34  MOVE  CART  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  AS 7  BO  PI  AO  1.00  700. 

TOTAL  TMU  • 

:pe  D,EM,CT,EW,EX,L,LD,LS,M,T,W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  OUTLINES  OF  STRAIGHT  PIE&E 

JyJutput  to  line-printer  <Y  or  N>  ?  N\ 


%Invalid  command. 

Output  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3) 

FIT  '  .Wll  STRGHT.M03 

SHEAR  SHEETMETAL  OUTLINES  FOR  STRAIGHT  (#2)  PIECE  WITH  SHEAR  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  DFG :  4  07-JUL-83 

NASSCO  SHEETMETAL  PART  #2 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:  5'X6'X48'L 

*  STRAIGHT  VENT  =  STRGHT 

*  SHEAR  IS  SMALL  3  FT,  SHEAR 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  4X8  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT 

SMALLSHEAR 

PROCESS 

A1 

BO 

G1 

Ml 

X6 

10 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  WITH 

4  STEPS 

A1 

BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140 

4 

PUSH  FOOTPEDAL  AT 

SMALLSHEAR 

PROCESS 

F  2 

A1 

BO 

G1 

Ml 

X6 

10 

AO 

2.00 

180 

5 

PLACE  SHEETMETAL 

FROM  SMALLSHEAR 

TO 

CART  AT 

SMALLSHEAR 

WITH  4  STEPS  F  2 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

6 

MOUE  CART  FROM  SMALLSHEAR  TO 

WORKTABLE 

A1 

BO 

G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL  TMU  1640. 


Type  D, EM, CT, EW, EX, L, LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  CUT  CORNERS  ON  STRAIGHT  PIECE 

Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  3) 

FIT  '  .Wll  STRGHT.M04 

CUT  SHEETMETAL  FOR  STRAIGHT  (#2)  PIECE  CORNERS  WITH  SNIPS  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  DFG:  4  07-JUL-83 

NASSCO  SHEETMETAL  PART  #  2 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:  5'X6'X48'L 

*  STRAIGHT  VENT  =  STRGHT 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  P3  C3  )  A1  BO  PI  AO  (12)  1.00  380. 


3  FASTEN  [FLATTEN]  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 


A1  BO  G1  ( A1  BO 

PO 

F  6  )A1  B0 

PI 

AO  (12) 

1.00 

880  . 

4 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO  CART  AT  WORKTABLE 

WITH 

4  STEPS  F  2 

A1 

BO 

G1  A6  BO 

P3 

AO 

2.00 

220  . 

O  5 

HOVE  CART  FROM  WORKTABLE  TO 

LAPOUT  MACHINE 

A1 

BO 

G1  A54  BO 

PI 

Ad 

1 . 00 

570  . 

TOTAL  TMU 

2770  . 

Type 

D,  EM, 

CT,  EW, EX, L, LD, LS,M, T,W 

<or 

H  for  help> 

9 

44-/0 

File  Description  ?  FORM  LAP  OUT  FOR  STRAIGHT  PIECE 


Put  put  to  1  ine— p-rinte  r  <Y  o  r  N>  ?  N 

39,  3) 

FIT  '  . wo4  STRGHT.M05 

FORM  LAP  OUT  END  FOR  STRAIGHT  PIECE  WITH  LAP  OUT  MACHINE  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  DFG :  4  04-MAR-83 

A  REPRESENTATIVE  STRAIGHT  PIECE 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:  5'X6'X48'L 

*  STRAIGHT  VENT  =  STRGHT 
FITTER  BEGINS  AT  LAPOUT 


1 

PLACE  SHEETMETAL  FROM 

CART  AT  LAPOUT 

TO 

LAPOUT 

MACHINE 

WITH  4  STEPS  F  2 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

2 

PUSH  LAPOUT-SWITCH  AT 

LAPOUT 

PROCESS 

F  2 

A1 

BO 

G1 

Ml 

X16 

10 

AO 

2.00 

380 

3 

REPLACE  SHEETMETAL  FROM  LAPOUT 

TO  CART  . 

AT  LAPOUT  WITH 

4  STEPS 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

4 

MOUE  CART  FROM  LAPOUT 

TO  PITTSBURGH 

A1 

BO 

G1 

A6 

BO 

PI 

AO 

1.00 

90 

TOTAL  TMU  800 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  fop  help>  ? 


Please  input  file  <STRGHT.M06>  ? 


Description  ?  FORM  PITTSBURGH  ON  STRAIGHT  PIECE 


OutPut  to  line-Printer  <yor  N>  ?  N 


(  39,  3) 

FIT  .wo4  Strght.M06 

FORM  SHEETMETAL  FOR  STRAIGHT  PIECE  WITH  PITTSBURGH  MACHINE  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  DFG :  4  04  -MAR-8  3 

A  REPRESENTATIVE  STRAIGHT  PIECE 

*  20  GAUGE  GALV,  SHEETMETAL 

*  DIMENSIONS:  5'X6'X48'L 

*  STRAIGHT  VENT  =  STRGHT 

*  PITTSBURGH  JOINT  MACHINE  (STEELERS) 

FITTER  BEGINS  AT  PITTSBURGH 


1  PLACE  SHEETMETAL  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 
WITH  4  STEPS 


A1 

BO  G1 

A6  BO 

P3 

A0 

1.00 

PUSH  PITTSBURGH-BUTTON  AND  FORM  PITTSBURGH  AT 

PITTSBURGH  PROCESS  F  2 

A1 

B0  G1 

Ml  X32 

IO 

A0 

2.00 

PUSH  AND  GUIDE  SHEETMETAL  THROUGH  PITTSBURGH 

AT 

PITTSBURGH  F  4 

A1 

BO  G1 

Ml  XO 

13 

A0 

4.00 

PLACE  SHEETMETAL  FROM  PITTSBURGH  TO 

CART  AT 

PITTSBURGH 

WITH  4  STEPS 

A1 

BO  G1 

A6  BO 

P3 

A0 

1.00 

MOUE  CART  FROM  PITTSBURGH  TO 

CORNICEBRAKE 

A1 

BO  G1 

A24  BO  PI 

A0 

1.00 

TOTAL  TMU 


110. 

700. 

240. 

Uo. 

270. 

1430. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>? 


Please  input  file  <STRGHT.M07>  ? 


:  1  e  Description  ?  BEND  STRAIGHT  PIECE 

OutPut  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  '  .  wo4  STRGHT . MO 7 

BEND  SHEETMETAL  FOR  STRAIGHT  PIECE  WITH  CORNICE  BRAKE  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  DFG :  4  04-MAR-83 

A  REPRESENTATIVE  STRAIGHT  PIECE 
I  20  GAUGE  GALV,  SHEETMETAL 

*  DIMENSIONS:  5'X6'X48'L 

*  STRAIGHT  VENT  =  STRGHT 

*  CORNICE  BRAKE  BENDS  WITH  LEAF 

*  CORNICE  BRAKE  HAND  OPERATED 
FITTER  BEGINS  AT  CORNICEBRAKE 

1  POSITION  SHEETMETAL  FROM  CART  AT  CORNICEBRAKE  TO 
CORNICEBRAKE  WITH  4  STEPS 


A1 

BO  G1 

A6  BO 

P  6 

AO 

1.00 

140 

OPERATE  CORNICEBRAKE-LEVER  AT  CORNICEBRAKE  PROCESS  F  2 

A1 

BO  G1 

M6  X42 

10 

AO 

2.00 

lOOO 

PLACE  SHEETMETAL2  FROM  CORNICEBRAKE 

TO  CART 

AT 

CORNICEBRAKE  WITH  4  STEPS 

A1 

BO  G1 

A6  BO 

P3 

AO 

1.00 

110 

MOVE  CART  FROM  CORNICEBRAKE 

TO  WORKTABLE 

A1 

BO  G1 

A54  B3 

pi 

AO 

1.00 

600 

TOTAL 

TMU 

1850 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


8  4  9  0 


File  Description  ?  ASSEMBLE  STRAIGHT  PIECE 

Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  3) 

FIT  '  .Wll  STRGHT . MO  8 

ASSEMBLE  STRAIGHT  SECTION  WITH  HAMMER  AT  SHEETMETAL  SHOP 
PER  STRAIGHT  DFG :  4  07-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS : 5 'X6 'X48 '  LG 

*  STRAIGHT  VENT=STRGHT 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

2  POSITION  SHEETMETAL  [TOP]  FROM  WORKTABLE  TO  SHEETMETAL 

[BOTTOM]  AT  WORKTABLE 

A1  BO  G1  A1  BO  P  6  AO 

3  POSITION  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  3 

A1  BO  G1  A1  BO  P  6  AO 

4  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  BO  G1  ( A1  BO  PO  F  6  )  A1  BO  PI  AO  (8) 

5  FASTEN  SHEETMETAL  [TOP]  TO  SHEETMETAL  [BOTTOM]  AT 

WORKTABLE  3  STRIKES  USING  HAMMER  AT  WORKTABLE  AND 
ASIDE  PF  3  (4567) 

A1  BO  G1  ( A1  BO  PO  F6  )  A1  BO  PI  AO  (8) 

6  FASTEN  SHEETMETAL  [TOP]  TO  SHEETMETAL  [BOTTOM]  AT 
WORKTABLE  16  STRIKES  USING  HAMMER  AT  WORKTABLE  AND 
ASIDE  PF  25  (4567) 

A1  BO  G1  ( A1  BO  PO  F32  )  A1  BO  PI  AO  (25) 

7  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO 


2.00 

220. 

1.00 

90. 

8.00 

720. 

1.00 

6(70* 

1.00 

600. 

1.00 

1.00 

8  2  9 

100. 

TOTAL  TMU  10620. 


j9.  Iio 


Type  D, EM, CT, EW, EX, L, LD, LS, T, W  <or  H  for  help>  ? 


-If 


Please  input  file  <STRGHT.M40>  ? 


Ue  Description  ?  MARK  OUT  STRAIGHT  SECTION 

Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  *W09  S  T  R  G  H  T 

MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  STRAIGHT  SECTION=  OFG :  4  07-APR-83 

NASSCO  SHEETMETAL  SHAPE  =2 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1099 

*  VS-7620 

*  18  GAUGE  GALV.  SHEETMETAL 

*  1 9 ' X AO ' X 6 ' 6 ' L  STRAIGHT  SECTION 

*  MARK  OUT  TOP  &  BOTTOM  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 
STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  WITH  3  STEPS 

A1  BO  G1  A1  BO  M32  A1  BO  PI  AO  1.00  380. 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AND  ASIDE 

A1  BO  G1  A1  BO  PI  R3  A1  BO  PI  AO  1.00  90. 

3  MOVE  STEEL-TAPE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 
WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00  190. 

4  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (3)  1.00  1060. 

5  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AND  ASIDE  PF  10  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (10)  1.00  540. 

6  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WOKTABLE  WITH  3  STEPS  F  3 

A1  BO  G1  A6  BO  P6  AO  3.00  420. 

7  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  WITH  3  STEPS  AND  ASIDE  PF  3  (456 

7  ) 

A1  BO  G1  ( A1  BO  PI  A6  )R16A1  BO  PI  AO  (3)  1.00  440  . 

3  MOUE  STRAIGHTEDGE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 
WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.0  0  190. 

9  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00  130. 

10  MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  5  DIGITS 
USING  AWL  WITH  3  STEPS  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  A6  )R16A1  BO  PI  AO  (2)  1.00  360. 

11  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 
AT  WORKTABLE  WITH  3  STEPS  F  6 

A1  BO  G1  A6  BO  P6  AO 

12  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 


6.00 


840  . 


DIGITS  USING  AWL  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  (A1  BO  PI  R6  )  A1  BO  PI  AO  (6)  1.00 

13  MOVE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00 

14  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  3  STEPS  F  6 

A1  BO  G1  A6  BO  P6  AO  6.00 

15  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  R6  )  A1  BO  PI  AO  (6)  1.00 

16  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  4  STEPS  F  6 

A1  BO  G1  A6  BO  P6  AO  6.00 

17  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AND  ASIDE  PF  6  (4  5  6  7  ) 

A1  BO  G1  ( A1  B0  PO  F3  )  A1  BO  PI  AO  (6)  1.00 

18  MOVE  CPUNCH  FROM  WORKTABLE  TO  OTHER  SIDE  OF  WORKTABLE 

WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00 

19  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AND  ASIDE 

A1  BO  G1  A1  BO  PO  F3  A1  BO  PI  AO  1.00 

20  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  HOLD  PF  7  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  AO  BO  PO  AO  (7)  1.00 

21  MOVE  REDPEN  FROM  FITTER  TO  OTHER  SIDE  OF  WORKTABLE  WITH 

9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00 

22  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  7  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (7)  1.00 

3  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 
WORKTABLE  1  DIGIT  USING  BLACKPEN  AND  HOLD  PF  29  (45 
6  7  ) 

A1  BO  G1  ( A1  BO  PI  R3  )  AO  BO  PO  AO  (29)  1.00 

24  MOUE  BLACKPEN  FROM  FITTER  TO  OTHER  SIDE  OF  WORKTABLE 

WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00 

25  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AND  ASIDE  PF  29  (45 
6  7  ) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (29)  1.00 

26  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  25  (4567) 


520. 

190. 

840. 

520. 

840. 

280. 

190. 

80. 

1280. 

190. 

1300  . 

1470. 

1901 

1490. 


A1  B0 

G1  (A1  BO  PI 

R3 

)A1 

BO 

PI  AO  (25) 

1.00 

1290 

27 

PLACE 

SHEETMETAL2  FROM  WORKTABLE  TO 

CART 

AT 

WORKTABLE 

WITH 

4  STEPS 

A1  BO 

G1 

A6 

B0 

P3  AO 

1.00 

110 

28 

MOUE 

CART  WITH 

SHEETMETAL  FROM 

WORKTABLE 

;  TO 

SMALLSHEAR 

A1  BO 

G1 

A67 

BO 

PI  AO 

1.00 

700 

TOTAL  TMU 

16170 

pe  DI, EM, CT, EW, EX,  L,  LD,  LS,  M,  T,  W  (or  H  for  help) 


9 


T 


Please  input  file  <STRGHT.M41>  ? 


'^'le  Description  ?  SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION 

Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  *W09  S  T  R  G  H  T 

SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  SMALL  8  FT.  SHEAR  AT 
SHEETHETAL  SHOP 

PER  STRAIGHT  OFG :  4  07-APR-83 

NASSCO  SHEETMETAL  SHAPE  =2 

*  HULL  414 

*  DRAWING  501-0 62V2-10 99 

*  V6-7620 

*  18  GAUGE  GALV.  SHEETMETAL 

*  1 9 1 XIO ' X6 1 6 1 L  STRAIGHT  SECTION 

*  2  MEN  REQUIRED  TO  MOVE&POSITION  METAL 
FITTER  BEGINS  AT  SMALLSHEAR 


1 

POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR 

TO 

SMALLSHEAR  WITH  4  STEPS  F  2 

A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

F  2 

A1  BO  G1 

Ml 

X6 

10 

AO 

2.00 

180 

3 

POSITION  SHEETMETAL2  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  F  4 

A1  BO  G1 

A1 

BO 

P  6 

AO 

4.00 

360 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

F  2 

A1  BO  G1 

Ml 

X6 

10 

AO 

2.00 

180 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR  TO  CART 

AT 

SMALLSHEAR  WITH  10  STEPS  F  2 

A1  BO  G1 

A16 

BO 

P3 

AO 

2.00 

420 

6 

HOVE  CART  WITH  SHEETMETAL  FROM  SMALLSHEAR  TO  WORKTABLE 

A1  BO  G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL  TMU 

2150 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  CUT  LAP  CORNERS  ON  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N)  ?  N 

v7;  3) 

FIT  .Wll  STRGHT.M42 

CUT  SHEETMETAL  FOR  STRAIGHT  SECTION  LAP  CORNERS  WITH  SNIPS  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  OFG :  4  07-JUL-83 

NASSCO  SHEETMETAL  SHAPE  =2 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1099 

*  V6-7620 

*  18  GAUGE  GALV.  SHEETMETAL 

*  19  'X10'X6 ' 6 'L  STRAIGHT  SECTION 

*  CUT  OUT  CORNER  ON  LAP  ENDS  WITH  SNIPS 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  F  6 

A1  BO  G1  A1  B0  P3  C3  A1  BO  PI  AO  6.00  660. 

3  MOVE  SNIPS  FROM  WORKTABLE  TO  OTHER  SIDE  OF  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  PI  AO  1.00  90. 

4  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  F  6 

A1  BO  G1  A1  BO  P3  C3  A1  BO  PI  AO  6.00  660. 

5  FASTEN  SHEETMETAL  [CORNERS]  TO  WORKTABLE  3  STRIKES 

USING  HAMMER  AND  HOLD  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PO  F 6  )  AO  BO  PO  AO  (6)  1.00  440. 

6  MOVE  HAMMER  FROM  FITTER  TO  OTHER  SIDE  OF  WORKTABLE  WITH 

4  STEPS  AND  ASIDE 

A1  BO  G1  A6  BO  PI  AO  1.00  90. 

7  FASTEN  SHEETMETAL  [CORNERS]  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AND  HOLD  PF  6  (4  5  6  7)  1 

A1  BO  G1  ( A1  ( A1  PO  F6  )  AO  BO  PO  AO  (6)  1.00  440. 

8  REPLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

9  MOVE  CART  FROM  WORKTABLE  TO  LAPOUT 

A1  BO  G1  A54  BO  PI  AO  1.00  570. 


TOTAL  TMU  33  90. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


fS4o 


T 


Please  input  file  <STRGHT.M43>  ? 


fHle  Description  ?  FORM  LAP  END  OFFSET  ON  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 


OFFSET  FOR 


STRGHT 

STRAIGHT 


(  3  9  '  3  ) 

FIT  -W09 

FORM  LAP  END 
SHEETMETAL  SHOP 
PER  STRAIGHT 

NASSCO  SHEETMETAL  SHAPE  =2 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1099 
*0  V6-7620 

*  18  GAUGE  GALV.  SHEETMETAL 

*  1 9 ' XI 0 ' 6 ' L  STRAIGHT  SECTION 

*  2  MEN  REQUIRED  TO  HOLD  SHEETMETAL 
FITTER  BEGINS  AT  LAPOUT 


ION  WITH  LAPOUT  MACHINE  AT 
OFG :  4  07-APR-83 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  2 


A1 

B0 

G1 

A6  E0  P3  A0 

2.00 

2 

PUSH 

LAPOUT-SWITCH 

AT  LAPOUT 

PROCESS 

F  4 

A1 

B0 

G1 

Ml  XI 6  IO  A0 

4.00 

3 

REPLACE  SHEETMETAL2 

FROM  LAPOUT 

TO  CART  AT  LAPOUT  WITH 

4  STEPS  F  4 

A1 

B0 

G1 

A6  B0  P3  A0 

4.00 

4 

MOVE 

CART  WITH  SHEETMETAL2  FROM 

LAPOUT  TO  PITTSBURGH 

A1 

E0 

G1 

A6  B0  FI  A0 

1.00 

TOTAL  TMU 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


220 

760 

440 

90 

1510 


Please  input  file  <STRGHT.M44>  ? 


\ 


':le  Description?  FORM  PITTSBURGH  LOCKS  ON  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,  3  ) 

FIT  f  *W09  STRGHT 

FORM  PITTSBURGH  LOCKS  ON  STRAIGH 
AT  SHEETMETAL  SHOP 
PER  STRAIGHT 

NASSCO  SHEETMETAL  SHAPE  =2 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1099 

*  V6-7620 

*  18  GAUGE  GALV.  SHEETMETAL 

*19 'X10'X6 ' 6 '  L  STRAIGHT  SECTION 

*  2  MEN  REQUIRED  TO  POSITION  &  MOVE  METAL 
FITTER  BEGINS  AT  PITTSBURGH 


TION  WITH  PITTSBURGH  MACHINE 
OFG :  4  07-APR-83 


1  PLACE  SHEETMETAL  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 
WITH  4  STEPS  F  4 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

4.00 

440 

2 

PUSH  PITTSBURGH-BUTTON  PROCESS  F 

4 

A1 

BO 

G1 

Ml 

X32 

10 

AO 

4.00 

1400 

3 

PUSH  AND  GUIDE  SHEETMETAL2  THROUGH 

PITTSBURGH  WITH  4 

STEPS  F  8 

A6 

BO 

G1 

Ml 

XO 

13 

AO 

8.00 

880 

4 

REPLACE  SHEETMETAL2  FROM  PITTSBURGH 

TO  CART 

AT 

PITTSBURGH  WITH  4  STEPS  F  4 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

4.00 

440 

5 

MOVE  CART  WITH  SHEETMETAL2  FROM 

PITTSBURGH  TO 

CORNICEBRAKE 

A1 

BO 

G1 

A24 

BO 

PI 

AO 

1.00 

270 

TOTAL  TMU  3430. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, , W  <or  H  for  help>  ? 


1 0  480 


T 


Please  input  file  <STRGHT.M45>  ? 


f  ' 

‘■’File  Description  ?  BEND  UP  90  DEGREE  SIDES  ON  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,  3  ) 

FIT  '  *W09  STRGHT 

BEND  UP  90  DEGREE  SIDES  ON  STRA 


SECTION  WITH  CORNICE  BRAKE  AT 


SHEETMETAL  SHOP 

PER  STRAIGHT  OFG:  4  07-APR-83 

NASSCO  SHEETMETAL  SHAPE  #2 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1099 

*  V6-7620 

*  18  GAUGE  GALV.  SHEETMETAL 

*  19 1 X10 1 X6 1 6 1 L  STRAIGHT  SECTION 

*(  2  MEN  REQUIRED  TO  POSITION  &  MOVE  METAL 
FITTER  BEGINS  AT  CORNICEBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  CORNICEBRAKE  TO 
CORNICEBRAKE  WITH  4  STEPS  F  2 


A1 

BO 

G1  A6 

BO 

P  6 

A0 

2.00 

280. 

2 

OPERATE  CORNICEBRAKE-LEVER  PROCESS  F  2 

A1 

BO 

G1  M6 

X42 

10 

A0 

2.00 

1000. 

3 

POSITION  SHEETMETAL2  FROM  CORNICEBRAKE  TO  CORNICEBRAKE 

F  2 

A1 

BO 

G1  A1 

BO 

P  6 

AO 

2.00 

180. 

4 

OPERATE  CORNICEBRAKE-LEVER  PROCESS  F  2 

A1 

BO 

G1  M6 

X42 

10 

AO 

2.00 

1000. 

5 

REPLACE  SHEETMETAL2  FROM  CORNICEBRAKE  TO 

CART  AT 

CORNICEBRAKE  WITH  4  STEPS  F 

2 

A1 

BO 

G1 

A6 

P  3 

AO 

2.00 

220. 

6 

MOVE  CART  WITH  SHEETMETAL  FROM 

CORNICEBRAKE 

TO 

WORKTABLE 

A1 

BO 

G1  A54 

B3 

PI 

AO 

1.00 

600. 

TOTAL 

TMU 

3280. 

D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or 

H  for  help> 

/3  7&0 

File  Description  ?  ASSEMBLE  TOP  TO  BOTTOM  OF  STRAIGHT  SECTION 


output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  .Wll  STRGHT.M46 

ASSEMBLE  TOP  TO  BOTTOM  ON  STRAIGHT  SECTION  WITH  HAMMER  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  OFG :  4  08-JUL-83 

NASSCO  SHEETMETAL  SHAPE  #2 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1099 

*  V6-7620 

*  18  GAUGE  GALV.  SHEETMETAL 

*  19 'X10'X6 ' 6 'L  STRAIGHT  SECTION 

*  LAY  SCRAPMETAL  ACROSS  BOTTOM  TO  HOLD  TOP 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  FASTEN  [FLATTEN]  CORNERS  ON  SHEETMETAL  WITH  3  STEPS  AT 

WORKTABLE  3  STRIKES  USING  HAMMER  AT  WORKTABLE  AND 
ASIDE  PF  12  (4567) 

A6  BO  G1  ( A1  B0  PO  F6  )  A1  BO  PI  AO  (  12)  1.00  9301. 

3  POSITION  SHEETMETAL  [TOP]  FROM  WORKTABLE  TO  SHEETMETAL 

[BOTTOM]  AT  WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

4  POSITION  SHEETMETAL  [SCRAP]  FROM  WORKTABLE  TO 

SHEETMETAL  AT  WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  61  A6  BO  P6  AO  2.00  280. 

5  POSITION  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  7 

A1  BO  G1  A1  BO  P  6  AO  7.00  630. 

6  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AND  ASIDE  PF  7  (4567) 

A1  BO  G1  ( A1  BO  PO  F 6  )  A1  BO  FI  AO  (7)  1.00  530. 

7  FASTEN  SHEETMETAL  TO  SHEETMETAL  4  STRIKES  USING  HAMMER 

AND  ASIDE  F  7  (4567) 

A1  BO  G1  ( A1  B0  PO  FIO  )  A1  BO  FI  AO  (7)  1.00  810. 

8  REPLACE  SHEETMETAL  [SCRAP]  FROM  SHEETMETAL  AT  WORKTABLE 

TO  WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

9  MOVE  SETTINGTOOL  TO  OTHER  END  OF  WORKTABLE  WITH  4  STEPS 

AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A6  BO  PI  AO  )  1.00  160. 

10  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AND  ASIDE  PF  7  (4567) 

A1  BO  G1  (A1  BO  PO  F6  )  A1  B0  PI  AO  (7)  1.00  530. 

11  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  4  STRIKES 

USING  HAMMER  AND  ASIDE  PF  7  (4567) 

A1  BO  G1  ( A1  BO  PO  FIO  )  A1  BO  PI  AO  (7)  1.00  810. 

12  MOVE  HAMMER  FROM  WORKTABLE  TO  OTHER  END  OF  WORKTABLE 

WITH  4  STEPS  AND  ASIDE  PF  2  (4567) 

A1  BO  61  ( A6  BO  PI  AO  )  1.00  160. 

13  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 


13570. 


USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  41  (4567) 

A1  BO  G1  ( A1  BO  PO  F32  A1  BO  FI  AO  (41)  1.00 

14  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO  1.00  100. 


TOTAL  TMU  18980. 


Type  D, EM, CT, EW, EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

/ 


out 


section 


File  Description 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,1) 

FIT  *W11  STRGHT.M70 

MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  STRAIGHT  SECTION  OFG :  4  24-MAY-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  11  GAUGE  GALV.  SHEETMETAL 

*  20 ' X14 ' X48 ' L  STRAIGHT  SECTION 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  WITH  3  STEPS  AND  ASIDE  F  4 

A1  BO  G1  A1  BO  PI  A6  M32  A1  BO  PI  AO  4.00 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  WITH  3  STEPS  AND  ASIDE  F  7 

A1  BO  G1  A1  BO  PI  A6  R3  A1  BO  PI  AO  7.00 

3  MOUE  STEEL-TAPE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00 

4  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  WITH  3  STEPS  AND  ASIDE  PF  3  ( 

4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  A6  )  M32A1  BO  PI  AO  (3)  ,  .  .  . 

MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  AWL  AT  WORKTABLE  WITH  3  STEPS  AND  ASIDE  PF  5  (  4 

5  6  7) 

A1  BO  G1  ( A1  30  PI  A6  )  R3  A1  B0  PI  A0  (5)  1.00 

6  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  3 

A1  B0  G1  A6  B0  P6  A0  3.00 

7  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  WITH  3  STEPS  AND  ASIDE 
P  F  3  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  A6  )R16A1  BO  PI  AO  (3)  1.00 

8  MOUE  STRAIGHTEDGE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  RO  G1  A16  BO  FI  AO  1.00 

9  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  3 

A1  BO  G1  A6  BO  P6  AO  3.00 

10  MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  5  DIGITS 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  FI  AO  (3)  1.00 

11  POSITION-  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00 

12  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  (A1  BO  FI  R6  )  A1  BO  PI  AO  (4)  1.00 

13  MOVE  CORNER  TEMPLATE  TO  OTHER  SIDE  OF  WORKTABLE  WITH  4 

STEPS 

1.00 


1760. 

1050. 

190. 

600. 

470. 

420  . 

440. 

190. 

420. 

580. 

360. 

360. 

90. 


A1  BO  G1  A6  BO  FI  AO 


14  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 
AT  WORKTABLE  WITH  2  STEPS  F  4 


A1  BO  G1 

A3 

BO 

P  6 

AO 

4.00 

440 

15 

MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE 

PF  4 

( 

4  5  6 

7 

A1  BO  G1  ( A1  B0  PI  R6 

)A1 

BO 

PI 

AO 

(4) 

1.00 

360 

6 

POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL 

AT 

WORKTABLE  AND  ASIDE  PF  2  (4567 

) 

A1  BO  G1 

( A1 

BO 

P  6 

ao  : 

) 

1.00 

160 

17 

FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE 

1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4 

(  4  5 

6  7 

) 

AL  BO  G1  ( A1  B0  PO  F3 

)A1 

BO 

PI 

AO 

(4) 

1.00 

200 

18 

MOVE  CPUNCH  FROM  WORKTABLE  TO  OTHER 

SIDE 

OF  WORKTABLE 

WITH  9  STEPS 

A1  BO  G1 

A16 

BO 

PI 

AO 

1.00 

190 

19 

POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL 

AT 

WORKTABLE  F  2 

A1  BO  G1 

A1 

BO 

P  6 

AO 

2.00 

180 

20 

FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE 

1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  2 

(  4  5 

6  7 

) 

A1  BO  G1  ( A1  BO  PO  F3 

)A1 

BO 

PI 

AO 

(2) 

1.00 

120 

21 

MOUE  REDPEN  FROM  WORKTABLE  TO  OTHER 

SIDE 

OF  WORKTABLE 

WITH  9  STEPS 

A1  BO  G1 

A16 

BO 

PI 

AO 

1.00 

190 

22  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  WITH  3  STEPS  AND  ASIDE  PF  3 
(4  5  6  7) 

A1  BO  G1  ( A1  BO  FI  A6  )R16A1  BO  PI  AO  (3)  1.00  440. 

23  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AND  HOLD  PF  26  (45 
6  7  ) 

A1  BO  G1  ( A1  BO  PI  R3  )  AO  BO  FO  AO  (26)  1.00  1320. 

24  MOUE  BLACKPEN  FROM  FITTER  AT  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00  190. 


25  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AND  ASIDE  PF  29  (45 
6  7  ) 


A1  BO 

G1  ( A1  BO 

PI 

R3 

)A1 

BO 

PI  AO 

(29) 

1.00 

1490 

26 

MARK 

IDENTIFICATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT 

USING  BLACKPEN 

AT  WORKTABLE 

AND 

ASIDE  PF 

25 

(456 

7) 

A1  BO 

G1  ( A1  BO 

PI 

R3 

)A1 

BO 

PI  AO 

(25) 

1.00 

1290 

27 

PLACE 

SHEETMETAL2  FROM  WORKTABLE 

TO 

CART 

AT 

WORKTABLE 

WITH 

4  STEPS 

A1 

BO 

G1 

A6 

BO 

P3  AO 

1.00 

110 

28 

HOVE 

CART  FROM 

WORKTABLE  TO 

14FT . 

SHEAR 

A1 

BO 

G1 

A81 

BO 

PI  AO 

1.00 

840 

TOTAL  TMU  14450. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION 
outPut  to  line-printer  <Y  or  N>  ?  N 
(39,1) 

FIT  •  Wll  STRGHT.M71 

SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  14FT. SHEAR  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  SECTION  OFG :  4  08-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  11  GAUGE  GALV.  SHEETMETAL 

*  20 ' X14 ' X48 ' L  STRAIGHT  SECTION 

*  SHEAR  STRAIGHT  TOP  AND  BOTTOM  SECTIONS 
FITTER  BEGINS  AT  14FT. SHEAR 

1  POSITION  SHEETMETAL2  FROM  CART  AT  14FT. SHEAR  TO 

14FT. SHEAR  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00  280. 

2  PUSH  14FT . SHEAR-FOOTPEDAL  PROCESS  F  2 

Al'  BO  G1  Ml  X3  10  AO  2.00  120. 

3  POSITION  SHEETMETAL2  FROM  14FT. SHEAR  TO  14FT. SHEAR  WITH 

4  STEPS  F  4 

Al  B0  G1  A6  B0  P6  A0  4.00  560. 

4  PUSH  14FT. SHEAR-FOOTPEDAL  PROCESS  F  4 

Al  B0  G1  Ml  X3  IO  A0  4.00  240. 

5  REPLACE  SHEETMETAL2  FROM  14FT. SHEAR  TO  CART  AT 

14FT. SHEAR  WITH  12  STEPS  F  2 

Al  B0  G1  A24  B0  P3  A0  2.00  580. 

6  MOVE.  CART  FROM  14FT. SHEAR  TO  I  WORKTABLE 

Al  B0  G1  A81  B3  PI  A0  1.00  870. 


TOTAL  TMU  2  650. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  CUT  CORNERS  FOR  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  •  Wll  STRGHT.M72 

CUT  CORNERS  FOR  STRAIGHT  SECTION  WITH  SABER-SAW  AT  SHEETMETAL 

SHOP 

PER  STRAIGHT  SECTION  OFG :  4  08-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  11  GAUGE  GALV.  SHEETMETAL 

*  20  ' X14 ' X48 ' L  STRAIGHT  SECTION 

*  CUT  CORNERS  ON  ENDS 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  HO  P3  AO  2.00 

2  MOUE  SABER-SAW2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00 

3  OPERATE  SABER-SAW  AT  WORKTABLE  PROCESS 

A1  BO  G1  M6  X67  IO  A0  1.00 

4  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  WORKTABLE  WITH  3 

STEPS 

A1  B0  G1  A6  B0  P6  A0  1.00 

5  OPERATE  SABER-SAW  AT  WORKTABLE  PROCESS 


A1  B0  G1  M6  X67  IO  A0  1.00 

6  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 
WITH  4  STEPS  F  2 


A1  BO  G1  A6  BO 

P3 

AO 

2.00 

MOVE  SHEETMETAL2  ON  CART 

FROM  WORKTABLE  TO 

14FTHYDROPRESSBRAKE 

A1  B0  G1  A96  BO 

PI 

AO 

1.00 

TOTAL 

TMU 

Type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


220 

1970 

750 

140 

750 

220 

990 

5040 


7£  9  0 


File  Description  ?  BEND  SHEETMETAL  FOR  STRAIGHT  SECTION 
output  to  line-printer  <Y  or  N>  ? 

(39,1) 

FIT  .Wll  STRGHT.M73 

_ _ .....  .  -mHiortf  StL'iiUN  WITH  14FT.  HYDRG-PRESS-BRAKE 

h  i  arrEE-TlTE  rm.  -SHUr"': 

rcrC~5TFCFriT='”-' — «ww.«, -  - - UP0r  4  ~ 24-MAY-33  1 

NASSAO  SHEETMETAL  SHARE 

*11  GAUGE  GALV.  SHEETMETAL 

*  20 ' X14 "X48 ' L  STRAIGHT  SECTION 

*  BEND  SIDES — ON  STRAIGHT  UP  90  DEGREES 
*  COMPLETE  IN  WELD  BOOTH  AREA 

*SEE  MWELD . SEE  STRGHT.M7  4 

FITTER  BEGINS  AT  1 4FTHYDROPRESSBRAKE 

1  POSITION  SHEETMETAL2  FROM  CART  AT  1 4FTHYDROPRESSBRAKE 
-TO  14FTHYDROPRESSBRAKE  WITH  4  STEPS  F  2 

- A1  BO  G1  -A6  BO  P6  AO 

2  PUSH  14FTHYDROPRESSBRAKE-FOOTPEDAL  PROCESS  F  2 

A1  BO  G1  Ml  -X24  10  BO - 

3  POSITION  SHEETMETAL2  FROM  1 4FTHYDROPRESSBRAKE  TO 
14FTHYDROPRESSBRAKE  F  2 

'  A1  BO  G1  A1  BO  P  6  AO 

4  PUSH  14FTHYDROPRESSBRAKE-FOOTPEDAL  PROCESS  F  2 

A1  EO  G1  Ml  X24  10  AO 

5  REPLACE  SHEETMETAL2  FROM  1 4FTHYDR0PRESSBRAKE  TO  CART  AT 

14FTHYDROPRESS RRAKE  F  2 

A1  EO  G1  A1  BO  P3  AO 

6  MOVE  CART  FROM  1 4FTHYDR0PRESSBRAKE  TO  WORKTABLE 

A1  EO  G1  A96  B3  Pi  AO 


2.00 

280. 

2.00 

5  4  0 

2.00 

180. 

2.00 

5  4  /■' 

2.00 

120  . 

1.00 

1020. 

TOTAL  TMU  2680. 


Type  D, EM, CT, EW, EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


j  6  3  y  o 


File  Description  ?  WELD  STRAIGHT  SECTION 

mtput  to  line-printer  <Y  or  N>  ?  N 

3  9,3) 

weld'  .W01  STRGHT.M74 

WELD  STRAIGHT  SECTION  WITH  ARC  (STICK)  WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  STRAIGHT  SECTION  OFG :  4  21-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  2 

*  11  GAUGE  GALV.  SHEETMETAL 

*  20X14X48 'L  STRAIGHT  SECTION 

*  WELDING  DONE  IN  WELD  AREA  BOOTH' 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

AL  BO  G1  A6  BO  P3  AO  2.00 

2  FITTER  MOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO  1.00 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  B0  G1  Ml  X0  10  A32  1.00 

5  WELDOR  TURN  CURRENT  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 
WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  B0  G1  M3  X0  10  A1  1.00 

6  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  4 

A3  B3  G1  A1  B0  P6  A0  4.00 

7  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  4 

A1  B0  G1  Ml  X10  10  A0  4.00 

8  WELDOR  FASTEN  WELDROD  TO  STINGER1  AT  WELDTABLE  1 

WRIST-TURN  USING  HAND  F  21 

A1  B0  G1  A1  B0  PI  F3  A0  B0  PO  A0  21.00 

9  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  21 

A1  B0  G1  Ml  X0  10  A1  21.00 

LO  WELDOR  POSITION  STINGER1  FROM  WELDTABLE  TO  SHEETMETAL 
ASSEMBLY  AT  WELDTABLE  F  21 

A1  B0  G1  A1  B0  P  6  A0  21.00 

11  OPERATE  WELD  STINGER1  AT  WELDTABLE  PTIME  65  S  F  16 

A1  B0  G1  M6  X173I0  A0  16.00 

12  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  21 

A1  B0  G1  Ml  X0  10  A1  21.00 

13  WELDOR  LOOSEN  SLAG  FROM  SHEETMETAL  ASSEMBLY  AT 

WELDTABLE  6  STRIKES  USING  SLAGHAMMER  AT  WELDTABLE  AND 
ASIDE  PF  8  (4567) 

A1  B0  G1  ( A1  B0  PO  L16  )  A1  B0  PI  A0  (8)  1.00 

14  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 

ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
3  2  (4  5  6  7) 

A1  B0  G1  ( A1  B0  PI  CIO  )  A1  B0  PI  A0  (32)  1.00 

15  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 


220. 

1370. 

220. 

370. 

60. 

560. 

520. 

1470. 

840. 

1890. 

28960, 

840. 

1400. 


3880. 


WELDTABLE  WITH  4  STEPS  F  2 


A1  BO 

G1 

A6  BO 

P3 

AO 

2.00 

220 

16  FITTER  MOVE  CART  FROM  WELDTABLE 

TO 

WORKTABLE 

A1  BO 

G1 

A131B0 

PI 

AO 

1.00 

1340 

TOTAL 

TMU 

44160 

Type  D,  EM,  CT, EW, EX, L, LD, LS, M, T, W 


<or  H  for  help> 


9 


File  Description  ?  FORM  LAP  END  FOR  STRAIGHT  SECTION 

(j/^utput  to  line-printer  <Y  or  N>  ?  N 

(39, 101) 

FIT  ♦ W12  STRGHT.M04 

FORM  LAP  END  FOR  STRAIGHT  SECTION  WITH  LAPOUT  (ROTARY  MACHINE)  AT 

g^HEETMETAL  SHOP 

PER  STRAIGHT  OFG:  -4  30-JUN-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8  ' X6 ' X96 '  LG  STRAIGHT  SECTION 

*  TWO  (2)  FITTERS  REQUIRED 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL2  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  4 


A1  BO 

G1 

A6 

BO  P3 

AO 

4.00 

440 

2 

PUSH  LAPOUT-SWITCH  PROCESS  F  4 

A1  BO 

G1 

Ml 

XI 6  10 

AO 

4.00 

760 

3 

PUSH  AND  GUIDE  SHEETMETAL2  THROUGH 

LAPOUT  WITH  4 

STEPS 

F  4 

A6  BO 

G1 

Ml 

XO  13 

AO 

4.00 

440 

4 

REPLACE  SHEETMETAL2  FROM 

LAPOUT 

TO 

CART 

AT  LAPOUT  WITH 

4  STEPS  F  4 

A1  BO 

G1 

A6 

BO  P3 

AO 

4.00 

440 

5 

MOUE  CART  FROM  LAPOUT  TO 

PITTSBURGH 

A1  BO 

G1 

A6 

BO  PI 

AO 

1.00 

90 

TOTAL 

TMU 

2170 

File  Description  ?  FORM  LAP  END  FOR  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ? 


8  6  9  0 


File  Description  ?  FORM  PITTSBURGH  FOR  STRAIGHT  SECTION 
Output  to  line-Printer  <Y  or  N>  ?  N 
(39, 101) 

FIT  .  W12  STRGHT.M05 

FORM  PITTSBURGH  FOR  STRAIGHT  SECTION  WITH  PITTSBURGH  MACHINE  AT 

i^HEETMETAL  SHOP 

PER  STRAIGHT  OFG :  4  30-JUN-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 ' X6 ' X96 '  LG  STRAIGHT  SECTION 

*  TWO  (2)  FITTERS  REQUIRED 
FITTER  BEGINS  AT  PITTSBURGH 

1  PLACE  SHEETMETAL2  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 

WITH  4  STEPS  F  4 

A1  BO  G1  A6  bo  P3  AO  4.00  440. 

2  PUSH  PITTSBURGH-BUTTON  PROCESS  F  4 

A1  B0  G1  Ml  X32  IO  AO  4.00  1400. 

3  PUSH  AND  GUIDE  SHEETMETAL2  THROUGH  PITTSBURGH  WITH  4 

STEPS  F  8 

A6  B0  G1  Ml  X0  13  A0  8.00  880. 

4  REPLACE  SHEETMETAL2  FROM  PITTSBURGH  TO  CART  AT 

PITTSBURGH  WITH  4  STEPS  F  4 

A1  B0  G1  A6  B0  P3  A0  4.00  440. 

-5  MOUE  CART  FROM  PITTSBURGH  TO  CORNICEBRAKE 

A1  bo  G1  A24  B0  PI  A0  1.00  270. 


TOTAL  TMU  3430. 


File  Description  ?  FORM  PITTSBURGH  FOR  STRAIGHT  SECTION 
Output  to  line-Printer  <Y  or  N>  ? 


/Z  / 


File  Description  ?  BEND  SHEETMETAL  FOR  STRAIGHT  SECTION 

^^■Jutput  to  line-printer  <Y  or  N>  ?  N 


(39, 101) 

FIT  STRGHT.M06 

BEND  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  CORNICE-BRAKE  AT 

SHEETMETAL  SHOP 

OFG :  4  30- JUN-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 ' X6 ' X96 '  LG  STRAIGHT  SECTION 

*  TWO  (2)  FITTERS  REQUIRED 

*  BEND  STRAIGHT  SIDES  UP  90  DEGREES 
FITTER  BEGINS  AT  CORNICEBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  CORNICEBRAKE  TO 
CORNICEBRAKE  WITH  4  STEPS  F  2 


A1  BO  G1  A6 

BO 

P  6 

AO 

2.00 

280 

2 

OPERATE  CORNICEBRAKE-LEVER  PROCESS  F  2 

A1  BO  G1  M6 

X42 

10 

AO 

2.00 

1000 

3 

POSITION  SHEETMETAL2  FROM  CORNICEBRAKE  TO  CORNICEBRAKE 

F  2 

A1  BO  G1  A1 

BO 

P  6 

AO 

2.00 

180 

4 

OPERATE  CORNICEBRAKE-LEVER  PROCESS  F  2 

A1  BO  G1  M6 

X42 

10 

AO 

2.00 

lOOO 

5 

REPLACE  SHEETMETAL2  FROM  CORNICEBRAKE  TO 

CART 

’  AT 

CORNICEBRAKE  WITH  4  STEPS  F  2 

A1  BO  G1  A6 

BO 

P3 

AO 

2.00 

220 

6 

MOVE  CART  FROM  CORNICEBRAKE  TO  WORKTABLE 

AL  BO  G1  A54 

B3 

PI 

AO 

1.00 

600 

TOTAL 

TMU 

3280 

File  Description  ?  BEND  SHEETMETAL  FOR  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ? 


/  sr4o& 


File  Description  ?  ASSEMBLE  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,  101) 

FIT  .  *  W12  STRGHT.M07 

ASSEMBLE  STRAIGHT  SECTION  WITH  HAMMER  AT  SHEETMETAL  SHOP 
ST^ER  STRAIGHT  OFG :  4  30-JUN-83 

^  NASSCO  SHEETMETAL  SHAPE  2 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 ' X6 ' X96 '  LG  STRAIGHT  SECTION 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  PAOIDE  PF  4  (45 

6.  7  ) 

A1  B0  G1  ( A1  B0  PO  F 6  )  A1  B0  PI  A0  (4)  1.00  320. 

3  POSITION  SHEETMETAL  [TOP]  FROM  WORKTABLE  TO  SHEETMETAL 

[BOTTOM]  AT  WORKTABLE  WITH  3  STEPS 

Al.  B0  G1  A6  B0  P6  A0  1.00  140. 

4  PLACE  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  16 

Al  B0  G1  Al  B0  P3  A0  16.00  960. 

5  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

Al  B0  G1  (Al  B0  PO  F 6  )  Al  B0  PI  A0  (16)  1.00  1160. 

6  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  10  (4567) 

Al  BO  G1  (Al  BO  PO  F 6  )  Al  BO  PI  A0  (10)  1.00  740. 

7  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  50  (4567) 

Al  BO  G1  (Al  BO  PO  F32  )  Al  BO  PI  AO  (50)  1.00  16540. 

8  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO  1.00  100. 


TOTAL  TMU  20180. 


File  Description  ?  ASSEMBLE  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ? 


2  a. 


File  Description  ?  MARK  OUT  STAINLESS  STEEL  STRAIGHT  SECTION 

to  line-printer  <Y  or  N>  ?  N 


(39, 101) 

FIT  .  W14  STRGHT.M40 

MARK  OUT  STAINLESS  STEEL  STRAIGHT  SECTION  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  STRAIGHT  OFG :  4  27-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  CRES 

*  8 ' X6 ' X48 '  LG  STRAIGHT  SECTION 
FITTER  BEGINS  AT  WORKTABLE 


1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  WITH  2  STEPS  PF  2 
(4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (2)  1.00 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (2)  1.00 

3  MOUE  STEEL-TAPE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  B1  PI  AO  1.00 

4  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  STEEL-TAPE  AT  WORKTABLE  WITH  2  STEPS  AND  ASIDE 

A1  BO  G1  A1  BO  PI  A3  M32  A1  BO  PI  AO  1.00 

5  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (6)  1.00 

6  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  4 

A1  BO  G1  A3  BO  P6  AO  4.00 

7  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (456 

7) 

A1  BO  G1  ( A1  BO  PI  R16)  A1  B0  PI  AO  (4)  1.00 

8  MOUE  STRAIGHTEDGE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00 

9  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  3 

A1  BO  G1  A3  BO  P6  AO  3.00 

10  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  WITH  4  STEPS 
P  F  3(4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (3)  1.00 

11  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  1  STEP  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  (A3  BO  P6  AO  )  1.00 

12  HARK  LINES  ON  SHEETMETAL  FROM  CORNER  TEMPLATE  AT 

WORKTABLE  2  DIGITS  USING  AWL  AT  WORKTABLE  WITH  1  STEP 
AND  ASIDE  PF  8  (  4  5  6  7) 

A1  EO  G1  )A1  BO  PI  A3  )  R6  A1  BO  PI  AO  (8)  1.00 

13  MOUE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00 


720. 

140. 

190. 

410. 

340. 

440. 

760. 

190. 

3301 

580. 

740. 

500. 


190. 


14  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  1  STEPS  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  (A3  BO  P6  AO  ) 

15  MARK  LINES  ON  SHEETMETAL  FROM  CORNER  TEMPLATE  AT 

WORKTABLE  2  DIGITS  USING  AWL  AT  WORKTABLE  WITH  1  STEP 
AND  ASIDE 

A1  BO  G1  A1  BO  PI  A3  R6  A1  BO  PI  AO 

16  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  4 

A1  BO  G1  A3  BO  P6  AO 


17  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (4) 

18  MOVE  CPUNCH  FROM  WORKTABLE  TO  OTHER  SIDE  OF  WORKTABLE 

WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO 

19  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  4 

A1  BO  G1  A3  BO  P6  AO 

20  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 


1.00 

1.00 

4.00 

1.00 

1.00 

4.00 


HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (4)  1.00 

21  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  WITH  2  STEPS  AND  ASIDE  PF  2 
(4  5  6  7) 

A1  BO  G1  ( A1  B0  PI  A3  )R16A1  BO  PI  AO  (2)  1.00 

22  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  2  DIGITS 

USING  REDPEN  AT  WORKTABLE  WITH  2  STEPS  AND  ASIDE  PF  16 
(4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  A3  )  R6  A1  BO  PI  AO  (16)  1.00 

23  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 


ASIDE  PF  25  (  4  5 

6  7  ) 

A1  BO  G1 

(A1 

BO 

PI 

R3  )A1  BO 

PI 

AO  (25) 

1 . 00 

24 

MOUE  BLACKPEN  FROM 

WORKTABLE 

TO 

OTHER  SIDE  < 

OF  WORKTABLE 

WITH  9  STEPS 

A1 

BO 

G1  A16  BO 

PI 

AO 

1.00 

25 

MARK  CONSTRUCTION 

INFORMATION  ON 

SHEETMETAL 

AT 

WORKTABLE  1  DIGIT 

USING 

BLACKPEN  AT  WORKTABLE 

AND 

ASIDE 

A1  BO  G1  A1 

BO 

PI 

R3  A1  BO 

PI 

AO 

1.00 

26  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 


27 


28 


A1  BO 

G1  ( A1 

BO 

PI 

R3  )  A1 

BO 

PI 

AO  (52) 

1.00 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO  CART 

AT 

WORKTABLE 

WITH 

4  STEPS  F 

2 

A1 

BO 

G1  A6 

BO 

P3 

AO 

2.00 

MOUE 

CART  FROM 

WORKTABLE 

TO 

14FT 

. SHEAR 

A1 

BO 

G1  A152B0 

PI 

AO 

1.00 

TOTAL  TMU 


740. 

150. 

440. 

200. 

190. 

440. 

200. 

300. 

900. 

1290. 

190. 

90. 

2640. 

220. 

1550. 

15070, 


File  Description  ?  MARK  OUT  STAINLESS  STEEL  STRAIGHT  SECTION 
Output  to  line-Printer  <Y  or  N>  ? 


Please  input  file  ( STRGHT . M4 1>  ? 


File  Description  ?  SHEAR  STAINLESS  SHEETMETAL  FOR  STRAIGHT  SECTION 


Output  to  line-Printer  <Y  or  N>  ?  N 
(39, 101) 

FIT  .  W14  STRGHT. M41 

SHEAR  STAINLESS  STEEL  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH 
14FT .  SHEAR  AT  SHEETMETAL  SHOP 

PER  STRAIGHT  OFG :  4  27-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  CRES 

*  8 ' X6 ' X48 '  LG  STRAIGHT  SECTION 

*  USE  14FT .  SHEAR 

FITTER  BEGINS  AT  14FT. SHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  14FT. SHEAR  TO 
14FT. SHEAR  WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  14FT . SHEAR-FOOTPEDALL  PROCESS  F 

2 

A1 

BO 

G1 

Ml 

X3 

10 

AO 

2.00 

120 

3 

REPOSITION  SHEETMETAL2  FROM 

o 

14FT 

.SHEAR  TO  14FT. SHEAR  F 

z 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

2.00 

180 

4 

PUSH  14FT. SHEAR-FOOTPEDALL  PROCESS  F 

4 

A1 

BO 

G1 

Ml 

X3 

10 

AO 

4.00 

240 

5 

REPLACE  SHEETMETAL2  FROM  14FT. SHEAR 

TO  CART 

AT 

14FT. SHEAR  WITH  5  STEPS  F  4 

A1 

BO 

G1 

A10 

BO 

P3 

AO 

4.00 

600 

6 

MOUE  CART  FROM  14FT. SHEAR  TO 

WORKTABLE 

A1 

BO 

G1 

A152B3 

pi 

AO 

1.00 

1580 

TOTAL  TMU  3000 


File  Description  ?  SHEAR  STAINLESS  SHEETMETAL  FOR  STRAIGHT  SECTION 
Output  to  line-Printer  <Y  or  N>  ? 


Please  input  file  <STRGHT.M42>  ? 


File  Description  ?  CUT  STAINLESS  SHEETMETAL  FOR  STRAIGHT  SECTION 


OutPut  to  line-printer  <Y  or  N>  ?  N 
(39,101) 

FIT  STRGHT.M42 

CUT  STAINLESS  STEEL  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH 
SABER-SAW  AT  SHEETMETAL  SHOP 

STRAIGHT  OFG :  4  27-JUL-83 

PER 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  CRES 

*  8 ' X6 ' X48 '  LG  STRAIGHT  SECTION 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  F  4 


»  ■  G1 

A6 

BO 

P3 

AO 

4.00 

440 

2 

MOUE  SABER-SAW2  FROM  TOOLROOM  TO 

WORKTABLE 

A96  BO 

G1 

A96  B3 

PI 

AO 

1.00 

1970 

3 

FASTEN  SAW-BLADE  TO  SHEETMETAL  AT  WORKTABLE 

3 

WRIST-TURNS  USING  ALLEN-WRENCH  AT  WORKTABLE 

AND 

ASIDE 

A1  BO  G1  A1  BO  P3 

F  6 

A1  BO 

PI 

AO 

1.00 

140 

4 

POSITION  SABER-SAW  FROM  WORKTABLE  TO 

SHEETMETAL 

AT 

WORKTABLE  F  4 

A1  BO 

G1 

A1  BO 

P  6 

AO 

4.00 

360 

OPERATE  SABER-SAW  PROCESS  F  4 

A1  BO 

G1 

M6  X67 

10 

AO 

4.00 

3000 

6 

MOUE  SABER- SAW  FROM  WORKTABLE  TO 

OTHER  SIDE 

OF 

WORKTABLE  WITH  9  STEPS 

A1  BO 

G1 

A16  BO 

PI 

AO 

1.00 

190 

7 

POSITION  SABER-SAW  FROM  WORKTABLE  TO 

SHEETMETAL 

AT 

WORKTABLE  F  4 

A1  BO 

G1 

A1  BO 

P  6 

AO 

4.00 

360 

8 

OPERATE  SABER-SAW  PROCESS  F  4 

A1  BO 

G1 

M6  X67 

10 

AO 

4.00 

3000 

9 

PLACE  SHEETMETAL2  FROM  WORKTABLE 

TO 

CART  AT 

WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO 

G1 

A6  BO 

P3 

AO 

2.00 

220 

10 

MOUE  CART  FROM  WORKTABLE  TO  LAPOUT 

A1  BO 

G1 

A54  BO 

pi 

AO 

1.00 

570 

TOTAL  TMU  10250. 


File  Description  ?  CUT  STAINLESS  SHEETMETAL  FOR  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ? 


Please  input  file  <STRGHT.M43>  ? 


File  Description  ?  FORM  LAPENDS  FOR  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 
(39, 101) 

FIT  STRGHT.M43 

FORM  LAPENDS  FOR  STRAIGHT  SECTION  WITH  LAPOUT  (ROTARY  MACHINE)  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  OFG :  4  27-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  CRES 

*  8 ' X6 ' X48 '  LG  STRAIGHT  SECTION 

*  TWO  (2)  FITTERS  REQUIRED 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  4 


A1 

BO 

G1  A6 

R0 

P3 

AO 

4.00 

440 

2 

PUSH 

LAPOUT-SWITCH  PROCESS  F 

4 

A1 

BO 

G1  Ml 

XI 6 

10 

AO 

4.00 

760 

3 

PUSH 

AND  GUIDE 

SHEETMETAL2  THROUGH  LAPOUT  WITH  4 

STEPS 

F  4 

A6 

BO 

G1  Ml 

XO 

13 

AO 

4.00 

440 

4 

REPLACE  SHEETMETAL2  FROM  LAPOUT 

TO  CART 

AT 

LAPOUT  WITH 

4  STEPS  F  4 

A1 

BO 

G1  A6 

BO 

P3 

AO 

4.00 

440 

5 

MOUE 

CART  FROM 

LAPOUT  TO  CORNICEBRAKE 

AL 

BO 

G1  A32 

BO 

PI 

AO 

1.00 

350 

TOTAL  TMU  2430 


File  Description  ?  FORM  LAPENDS  FOR  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ? 


Please  input  file  <STRGHT.M44>  ? 


File  Description  ?  BEND  STAINLESS  STEEL  FOR  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 
(39, 101) 

FIT  .  W14  STRGHT.M44 

BEND  STAINLESS  STEEL  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH 
CORNICE-BRAKE  AT  SHEETMETAL  SHOP 

PER  STRAIGHT  OFG:  4  27-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  CRES 

*  8 ' X6 ' X48 '  LG  STRAIGHT  SECTION 
FITTER  BEGINS  AT  CORNICEBRAKE 


1  POSITION  SHEETMETAL2  FROM  CART  AT  CORNICEBRAKE  TO 
CORNICEBRAKE  WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P  6 

AO 

280 

2 

OPERATE 

CORNICEBRAKE-LEVER  PROCESS  F 

2 

A1 

BO 

G1 

M6 

X42 

10 

AO 

1000 

3 

POSITION 

SHEETMETAL2  FROM  CORNICEBRAKE  TO  CORNICEBRAKE 

F  2 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

180 

4 

OPERATE 

CORNICEBRAKE-LEVER  PROCESS  F 

2 

A1 

BO 

G1 

M6 

X42 

10 

AO 

1000 

5 

REPLACE 

SHEETMETAL  FROM  CORNICEBRAKE  TO 

CART  AT 

CORNICEBRAKE  WITH  4  STEPS  F 

2 

A1 

BO 

G1 

A6 

R0 

P3 

AO 

220 

6 

MOVE  CART  FROM  CORNICEBRAKE 

TO 

SEAMWELDER 

A1 

BO 

G1 

A113B3 

pi 

AO 

1190 

TOTAL  TMU 

3870 

File  Description  ?  BEND  STAINLESS  STEEL  FOR  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ? 


Please  input  file  <STRGHT.M45>  ? 


File  Description  ?  WELD  STAINLESS  STEEL  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,101) 

FIT  STRGHT.M45 

WELD  STAINLESS  STEEL  SHEETMETAL  STRAIGHT  SECTION  WITH  SEAM  WELDER 
AT  SHEETMETAL  SHOP 

PER  STRAIGHT  OFG :  4  27-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  CRES 

*  8 ' X6 ' X48 '  LG  STRAIGHT  SECTION 

*  USE  TIG-WELDING  MACHINE  AT  SEAM  WELDER 
FITTER  BEGINS  AT  SEAMWELDER 


1  SLIDE  SEAMWELDER  POWER  ON-OFF-SWITCH  AT  SEAMWELDER 
USING  HAND 


A1 

B0 

G1 

M3 

XO 

10 

A0 

1.00 

2 

INSPECT  PANEL-LIGHTS 

ON 

SEAMWELDER  9 

POINTS 

A0  E0 

GO 

A0 

B0 

P0 

T10 

A0 

B0 

PO 

A0 

1.00 

3 

TWIST 

CARRIAGE-SPEED- 

-SWITCH 

AT 

SEAMWELDER  1 

WRIST-TURN 

USING 

HAND 

A1  B0 

G1 

A1 

B0 

PI 

C6 

A0 

B0 

PO 

A0 

1.00 

4 

TWIST 

WIRE-SPEED- 

-SWITCH 

AT 

SEAMWELDER 

.  1 

WRIST-TURN 

USING 

HAND 

A1  B0 

G1 

A1 

B0 

PI 

C6 

A0 

B0 

PO 

A0 

1.00 

5 

TWIST 

SEAMWELDER 

VOLTAGE-METER-, 

SWITCH 

1 

WRIST-TURN 

USING 

HAND 

A1  B0 

G1 

A1 

B0 

PI 

C6 

A0 

E0 

P0 

A0 

1.00 

6  FITTER  MOUE  FROM  SEAMWELDER  TO  CART  AT  END  OF 
SEAMWELDER  WITH  4  STEPS 


A1  BO  G1  A6  BO  PI  AO  1.00 

7  OPEN  SEAMWELDER- LATCH  AT  SEAMWELDER  1  ARM-STROKE  USING 

HAND 

A1  BO  G1  M3  XO  10  AO  1.00 

8  POSITION  SHEETMETAL2  FROM  CART  AT  SEAMWELDER  TO  BACK 

SIDE  OF  SEAMWELDER  WITH  4  STEPS 

A1  B0  G1  A6  B0  P6  A0  1.00 

9  PULL  DOWN  CENTERING-DEVICE  1  ARM-STROKE  USING  HAND  F  4 

A1  B0  G1  Ml  X0  10  A0  4.00 

10  TWIST  CENTERING-DEVICE-BLADE  AT  SEAMWELDER  1  WRIST-TURN 

USING  HAND  F  8 

A1  B0  G1  A1  B0  PI  C6  A0  B0  P0  A0  8.00 

11  PUSH  AND  GUIDE  SHEETMETAL  THROUGH  SEAMWELDER 

CENTERING-DEVICE  F  2 

A1  B0  G1  Ml  X0  13  A0  2.00 

12  PUSH  SEAMWELDER  CLAMPING-DEVICE-FOOTSWITCH  PTIME  2  S 

A1  B0  G1  Ml  X6  10  A0  1.00 

13  LOOSEN  CARRIAGE  STOP  FROM  CARRIAGE-TRACK  AT  SEAMWELDER 

3  WRIST-TURNS  USING  ALLENWRENCH  AT  SEAMWELDER  AND 
ASIDE 

A1  B0  G1  A1  R0  P3  L6  A1  B0  PI  A0  1.00 

14  REPOSITION  CARRIAGE-STOP  FROM  SEAMWELDER  TO 

CARRIAGE-TRACK  AT  SEAMWELDER  WITH  3  STEPS 


50 

100 

100 

100 

100 

90 

50 

140 

120 

800 

120 

90 

140 


1.00 


140. 


Sr^G-VT  /V. 

1  BO  G1  A6  BO  P  6  AO 

15  FASTEN  CARRIAGE  STOP  AT  SEAMWELDER  3  WRIST-TURNS  USING 

ALLENWRENCH  AT  SEAMWELDER  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO  1.00  140. 

16  FITTER  MOVE  FROM  SEAMWELDER  TO  CART  AT  END  OF 

SEAMWELDER  WITH  4  STEPS 

A1  BO  G1  A6  BO  PI  AO  1.00  90. 

17  POSITION  SHEETMETAL2  FROM  CART  AT  SEAMWELDER  TO  FRONT 

SIDE  OF  SEAMWELDER  WITH  4  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

18  SHUT  SEAHWELDER- LATCH  AT  SEAMWELDER  1  ARM-STROKE  USING 

HAND 

A1  BO  G1  M3  XO  10  AO  1.00  50. 

19  PUSH  UP  CENTERING-DEVICE  AT  SEAMWELDER  1  ARM-STROKE 

USING  HAND  F  4 

A1  BO  G1  Ml  XO  10  AO  4.00  120. 

20  TWIST  CENTERING-DEVICE-BLADE  AT  SEAMWELDER  1  WRIST-TURN 

USING  HAND  F  4 

A1  BO  G1  A1  BO  PI  C6  AO  BO  PO  AO  4.00  400. 

21  PUSH  AND  GUIDE  SHEETMETAL2  THROUGH  SEAMWELDER 
CENTERING-DEVICE 

A1  BO  G1  Ml  XO  13  AO  1.00  60. 

22  PUSH  SEAMWELDER  CLAMPING-DEVICE-FOOTSWITCH  PTIME  2  S 

A1  BO  G1  Ml  X6  10  AO  1.00  90. 

23  PUSH  SEAMWELDER  TORCH-UP-AND-DOWN-SWITCH  PTIME  10  S 

A1  BO  G1  Ml  X32  10  AO  1.00  350. 

24  PUSH  SEAMWELDER  SEQUENCE-START-SWITCH  PROCESS  F  1.6 

A1  BO  G1  Ml  X17310  AO  1  .  60  28.16. 

25  PUSH  SEAMWELDER  TORCH-UP-AND-DOWN-SWITCH  PTIME  10  S 

A1  BO  G1  Ml  X32  10  AO  1.00  350. 

26  PUSH  SEAMWELDER  CLAMPING-DEVICE-FOOTSWITCH  PTIME  2.S 

A1  B0  G1  Ml  X6  10  AO  1.00  90. 

27  OPEN  SEAMWELDER- LATCH  1  ARM-STROKE  USING  HAND 

A1  BO  G1  M3  XO  10  AO  1.00  50. 

28  REPOSITION  SHEETMETAL2  FROM-SEAMWELDER  TO  SEAMWELDER 

WITH  6  STEPS 

A1  BO  G1  A10  BO  P  6  AO  1.00  180. 

29  SHUT  SEAMWELDER- LATCH  1  ARM-STROKE  USING  HAND 

A1  BO  G1  M3  XO  10  AO  1.00  50. 

30  PUSH  SEAMWELDER  CLAMPING-DEVICE-FOOTSWITCH  PTIME  2  S 

A1  BO  G1  Ml  X6  10  AO  1.00  90. 

31  PUSH  SEAMWELDER  TORCH-UP-AND-DOWN-SWITCH  PTIME  10  S 

A1  BO  G1  Ml  X32  10  AO  1.00  350. 

32  PUSH  SEAMWELDER  SEQUENCE-START-SWITCH  PROCESS  F  1.6 

A1  BO  G1  Ml  X173I0  AO  1.60  2816. 

33  PUSH  SEAMWELDER  TORCH-UP-AND-DOWN-SWITCH  PTIME  10  S 

A1  BO  G1  Ml  X32  10  AO  1.00  350. 

34  PUSH  SEAMWELDER  CLAMPING-DEVICE-FOOTSWITCH  PTIME  2  S 

A1  B0  G1  Ml  X6  10  AO  1.00  90. 

35  OPEN  SEAMWELDER- LATCH  AT  SEAMWELDER  1  ARM-STROKE  USING 

HAND 

A1  B0  G1  M3  XO  10  AO  1.00  50. 

36  REPLACE  SHEETMETAL2  FROM  SEAMWELDER  TO  CART  AT 

SEAMWELDER  WITH  4  STEPS 

A1  B0  G1  A6  B0  P3  A0  1.00  110. 

37  MOVE  CART  FROM  SEAMWELDER  TO  WORKTABLE 

A1  BO  G1  A131B3  PI  AO  1.00  1370. 


TOTAL  TMU 


12342. 


File  Description  ?  WELD  STAINLESS  STEEL  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ? 


JO  ///-l 
9  /*/A/ 

7  /4/*j , 


ttzwr  m  so 


*MN 


Please  input  file  <STRGHT.M20>  ?  N 


^ile  Description  ?  MARK  OUT  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N-> 

(39, 101) 

FIT  .  wl3  STRGHT.M20 

MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  STRAIGHT  OFG :  4  22-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  20  GAUGE  GALV.  SHEETHETAL 

*  8 ' X6 ' X96 ' L  -STRAIGHT  SECTION 

*  MARK  OUT  WITHOUT  TEMPLATE 

*  WELDED  WITH  SEAMWELDER 
FITTER  BEGINS  AT  WORKTABLE 


MEASURE  DIMENSIONS  N  SHEETMETAL  AT  WORKTABLE  USING 
STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  WITH  2  STEPS  PF  2 
4  5  6  7) 


10 


A1  BO  G1  ( A1  BO  PI.  M32  )  A1  BO  PI  AO  (2) 

1000 

720. 

MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE.PF  2  (45671 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (2) 

1.00 

140. 

MOVE  STEEL-TAPE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

.Al.  BO  G1  A16  BO  PI  AO. 

1.00 

190. 

MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 
STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  WITH  2  STEPS  PF  2  ( 

4  5  6  7) 

Al  BO  G1  (Al  BO  PI  M3 2  )  Al  BO  PI  AO  (2) 

1.00 

720. 

MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

Al  BO  G1  (Al  80  PI  R3  )  Al  BO  PI  AO  (6) 

1.00 

3  4  0 

MOVE  AWL,  FROM  WORKTABLE  TO  OTHER  END  OF  WORKTABLE  WITH 

4  STEPS 

Al  BO  G1  A6  BO  PI  AO 

1.00 

90. 

POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  2  STEPS  F  3J 

Al  BO  G1  A3  BO  P6  AO 

3.00 

330. 

MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  3  (456 

7  ) 

Al  BO  G1  (Al  BO  PI  R16  )  Al  BO  PI  AO  (3) 

1.00 

580. 

MOVE  STRAIGHTEDGE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 
WORKTABLE  WITH  9  STEPS 

Al  BO  G1  Al  6  BO  PI  AO 

1.00 

190. 

POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  2  STEPS  F  3 

Al  BO  G1  A3  BO  P6  AO 

3.00 

330. 

MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  WITH  4  STEPS 

P  F  3(4  5  6  7) 

Al  BO  G1  (Al  BO  PI  R16  )  Al  BO  PI  AO  (3) 

1.00 

580. 

12  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 


3  7  <c  Urrr  '  n 

AT  WORKTABLE  WITH  1  STEP  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  (A3  BO  P6  AO  1  ]_  QO  7  4  0 

13  MARK  LINES  ON  SHEETMETAL  FROM  CORNER  TEMPLATE  AT 

WORKTABLE  2  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE 
WITH  1  STEP  PF  8  (4567) 

A1  BO  G1  ( A1  80  PI  R6  )  A1  BO  PI  AO  (8)  i.00  680. 

' 14  MOVE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00  190. 

15  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 
AT  WORKTABLE  WITH  1  STEP  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  (A3  BO  P6  AO  1  1.00  740. 

.  16  MARK  LINES  ON  SHEETMETAL  FROM  CORNER  TEMPLATE  AT 

WORKTABLE  2  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE 
WITH  1  STEP  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PI  R6  )  A1  BO  PI  AO  (8)  1.00  680. 

c 17  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  2  STEPS  F  4 

A1  BO  G1  A3  BO  P6  AO  4.00  440. 

18  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (4)  1.00  200. 

19  MOVE  CPUNCH  FROM  WORKTABLE  TO  OTHER  SIDE  OF  WORKTABLE 

WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00  190. 

20  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  PF  4  (4567) 

A1  B0  G1  (A3  BO  P6  AO  1  1.00  380. 

21  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  80  PO  F3  )  A1  BO  PI  AO  (4)  1.00  200. 

22  MARK  CUT  LINES  ON  SHEETHETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  WITH  2  STEPS  AND  HOLD  PF  2  ( 

4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  A3  )R16A0  BO  PO  AO  (2)  1.00  280. 

23  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  2  DIGITS 

USING  REDPEN  AT  WORKTABLE  WITH  2  STEPS  AND  ASIDE  PF  16 
(4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  A3  )  R6  A1  BO  PI  AO  (  16)  1.00  900. 

24  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 

acTnp  pi?  (  A  R  f.  7  ) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (25)  1.00  1290. 

25  MOVE  BLACKPEN  FROM  WORKTABLE  TO  OTHER  SIDE  OF  WORKTABLE 

WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00  190. 

26  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  25  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  >kl  BO  PI  AO  (25)  1.00  1290. 

27  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

I 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (52)  1.00  2640. 

28  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00  220. 

29  MOVE  CART  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  B0  G1  A67  B0  PI  A0  1.00  700. 


TOTAL  TMU 


16  16  0. 


File  Description  ?  MARK  OUT  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ? 


Please  input  file  (STRGHT .M21>  ? 


File  Description  ?  SHEAR  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,101) 

FIT  .  W13  STRGHT. M21 

SHEAR  STRAIGHT  SECTION  WITH  SMALL  8FT .  SHEAR  AT  SHEETMETAL  SHOP 
PER  STRAIGHT  OFG :  4  -22-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  18  GAUGE  GALV.  SHEETMETAL 

*  8 ' X6 ' X96 '  LG  STRAIGHT  SECTION 

*  TWO  (2)  FITTERS  REQUIRED 

*  WELDED  WITH  SEAMWELDER 
FITTER  BEGINS  AT  SMALLSHEAR 


1 

POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR 

TO 

SMALLSHEAR  WITH  4  STEPS  F  2 

A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

F  2 

A1  BO  G1 

Ml 

X6 

10 

AO 

2.00 

180 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  F  2 

A1  BO  G1 

A1 

BO 

P  6 

AO 

2.00 

180 

4 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  5  STEPS  F  4 

A  1  BO  G1 

A10 

BO 

P3 

AO 

4.00 

600 

5 

MOVE  CART  FROM  SMALLSHEAR  TO  WORKTABLE 

A1  BO  G1 

A67 

B3 

pi 

AO 

1.00 

730 

TOTAL 

TMU 

1970 

File  Description  ?  SHEAR  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ? 


Please  input  file  <STRGHT.M22>  ? 


File  Descrirtion  ?  CUT  CORNERS  FOR  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 
'  (  39,101) 

FIT  , W13  STRGHT,  M2 2 

CUT  CORNERS  FOR  STRAIGHT  SECTION  WITH  SNIPS  AT  SHEETMETAL  SHOP 
PER  STRAIGHT  OFG :  4  22-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8.X6.X96'  LG  STRAIGHT  SECT-ION 

*  WELDED  WITH  SEAMWELDER 
FITTER  BEGINS  AT  WORKTABLE 


1. PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  F  4 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

4.00 

2 

POSITION  SNIPS 

FROM  WORKTABLE 

TO 

SHEETMETAL 

AT 

WORKTABLE  F  4 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

4.00 

3 

CUT  CORNERS  ON 

SHEETMETAL  AT 

WORKTABLE  2 

CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE 

PF 

4  ( 

4  5 

6  7 

) 

A1  BO 

G1  ( A1  BO 

P3 

C3 

)A1 

BO 

pi 

AO 

(4) 

1.00 

4 

MOVE  SNIPS  FROM 

:  WORKTABLE  TO 

OTHER  SIDE  OF  WORKTABLE 

WITH  4  STEPS  AND  HOLD 

A1 

BO 

G1 

A6 

BO 

pi 

AO 

1.00 

5 

POSITION  SNIPS 

FROM  WORKTABLE 

TO 

SHEETMETAL 

AT 

WORKTABLE  F  4 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

4.00 

6 

CUT  CORNERS  ON 

SHEETMETAL  AT 

WORKTABLE  2 

CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE 

PF 

4  ( 

4  5 

6  7 

) 

A1  BO 

G1  ( A1  BO 

P3 

C3 

)A1 

BO 

pi 

AO 

(4) 

1.00 

7  FASTEN  [FLATTEN]  CORNERS  ON  SHEETMETAL  AT  WORKTABLE-3 
STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (45 

6  7  ) 


A1 

BO  G1 

( A1  BO  PO 

F  6 

)A1 

BO  PI 

AO  (4) 

1.00 

MOVE  HAMMER 

FROM  WORKTABLE  TO  OTHER 

END 

OF  WORKTABLE 

WITH  4  STEPS  AND 

HOLD 

A1  BO 

G1 

A6 

BO  PI 

AO 

1.00 

FITTER  MOVE 

HAMMER 

TO  SHEETMETAL 

AT 

WORKTABLE 

A1  BO 

G1 

A1 

BO  PI 

AO 

1.00 

10  FASTEN  [FLATTEN]  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  3 
STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (145 

6  7  ) 


A1  B0  G1  ( A1 

BO 

PO 

F  6 

)A1 

BO 

PI 

AO  (4) 

1.00 

11 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO 

CART 

AT 

WORKTABLE 

WITH 

4  STEPS  F  -4 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

4.00 

12 

MOVE 

CART  FROM  WORKTABLE 

TO 

LAPOUT 

A1 

BO 

G1 

A54 

BO 

PI 

AO 

1.00 

TOTAL  TMU 


440. 

360. 

320. 

90. 

360. 

320. 

320. 

90. 

40. 

320. 

440. 

570. 

3670. 


Please  input  file  <STRGHT.M23>  ? 


File  Description  ?  FORM  LAP  ENDS  ON  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 

(  39,101) 

FIT  .  W13  STRGHT . M2 3 

FORM  LAP  ENDS  ON  STRAIGHT  SECTION  WITH  LAPOUT  MACHINE  AT 
SHEETMETAL  SHOP 

PER  STRAIGHT  OFG:  4  22-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 ' X6 ' X96 '  LG  STRAIGHT  SECTION 

*  TWO  (2)  FITTERS  REQUIRED 

*  WELDED  WITH  SEAMWELDER 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  4 

A1  BO  G1  A6  BO  P3  AO  4.00  440. 


PUSH 

LAPOUT-SWITCH  PROCESS 

F  4 

A1 

BO 

G1 

Ml  XI 6  10 

A0 

4.00 

760. 

PUSH 

AND  GUIDE  SHEETMETAL 

THROUGH 

LAPOUT 

WITH 

4  STEPS 

F  4 

A6 

BO 

G1  Ml 

XO 

13  A0 

4.00 

440 

4  REPLACE  SHEETMETAL  FROM 

LAPOUT 

TO  CART 

AT  LAPOUT  WITH 

4 

STEPS  F  4 

A1 

BO 

G1  A6 

B0 

P3  A0 

4.00. 

440 

5  MOVE  CART  FROM  LAPOUT  TO 

CORNICEBRAKE 

A1 

BO 

G1  A32 

B0 

PI  A0 

1.00 

350 

TOTAL  TMU  2430, 

File  Description  ?  FORM  LAP  ENDS  ON  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ? 

8070 


Please  input  file  <STRGHT.M24>  ? 


''Hie  Description  ?  BEND  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,101) 

FIT  .  W13  STRGHT.M24 

BEND  STRAIGHT  SECTION  WITH  CORNICE-BRAKE  AT  SHEETMETAL  SHOP 
PER  STRAIGHT  OFG :  4  22-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 ' X6 ' X96 '  LG  STRAIGHT  SECTION 

*  TWO  (2)  FITTERS  REQUIRED 

*  BEND  STRAIGHT  SIDES  UP  90  DEGREES 

*  WELDED  WITH  SEAMWELDER 
FITTER  BEGINS  AT  CORNICEBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  CORNICEBRAKE  TO 
CORNICEBRAKE  WITH  4  STEPS  F  4 


A1 

BO 

G1 

A6 

BO 

P  6 

AO 

4.00 

560 

2 

OPERATE 

CORNICEBRAKE-LEVER  PROCESS  F 

4 

A1 

BO 

G1 

M6 

X42 

SO 

AO 

4.00 

2000 

3 

POSITION 

SHEETMETAL  FROM  CORNICEBRAKE  TO  CORNICEBRAKE 

F  4 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

4.00 

360 

4 

OPERATE 

CORNICEBRAKE-LEVER  PROCESS  F 

4 

A1 

BO 

G1 

M6 

X42 

10 

AO 

4.00 

2000 

5 

REPLACE 

SHEETMETAL  FROM  CORNICEBRAKE  TO 

CART 

AT 

CORNICEBRAKE  WITH  4  STEPS  F 

4 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

4.00 

440 

6 

MOVE  CART  FROM  CORNICEBRAKE 

TO 

SEAMWELDER 

A1 

BO 

G1 

A113B3 

pi 

AO 

1.00 

1190 

TOTAL 

TMU 

6550 

File  Description  ?  BEND  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?.-> 


Please  input  file  <STRGHT.M25>  ? 


File  Description  ?  SEAM  WELD  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,101) 

FIT  •  W14  STRGHT .  M2 5 

WELD  STRAIGHT  SECTION  WITH  SEAM-WELDER  AT  SHEETMETAL  SHOP 
PER  STRAIGHT  OFG :  4  27-JUL-83 

SEAM-WELDING  NASSCO  SHEETMETAL  SHAPE  2 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 ' X6 ' X96 '  LG  STRAIGHT  SECTION 

*  WELDED  WITH  SEAMWELDER 
FITTER  BEGINS  AT  SEAMWELDER 


1  SLIDE  SEAMWELDER  POWER-SWITCH  1  WRIST-STROKE  AT 

SEAMWELDER  USING  HAND 

A1  BO  G1  M3  XO  10  AO 

2  INSPECT  PANEL  LIGHTS  ON  SEAMWELDER  9  POINTS 

AO  BO  GO  AO  BO  P0  T10  AO  BO  P0  AO 

3  TWIST  CARRIAGE-SPEED-SWITCH  AT  SEAMWELDER  1  WRIST-TURN 

USING  HAND 

A1  BO  G1  A1  BO  PI  C6  AO  BO  P0  AO 

4  TWIST  VOLTAGE-SWITCH  AT  SEAMWELDER  1  WRIST-TURN  USING 

HAND 

A1  BO  G1  A1  BO  PI  C6  AO  BO  P0  AO 

5  TWIST  AMP-SWITCH  AT  SEAMWELDER.  WRIST-TURN  USING  HAND 

A1  BO  G1  A1  BO  31  C6  AO  BO  P0  AO 

6  FITTER  MOVE  FROM  SEAMWELDER  TO  CART  AT  END  OF 

SEAMWELDER  WITH  4  STEPS 


1.00 

1.00 

1.00 

1.00 

1.00 


50 

100 


100 


100 

100 


A1  BO  G1  A6  BO  PI  AO  1.00 

7  POSITION  SHEETMETAL  FROM  CART  AT  SEAMWELDER  TO  BACK 

SIDE  OF  SEAMWELDER  WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P6  A0  2.00 

8  PULL  DOWN  CENTERING-DEVICE  AT  SEAMWELDER  1  ARM-STROKE 

USING  HAND  F  4 

A1  B0  G1  Ml  X0  10  A0  4.00 

9  TWIST  CENTERING-DEVICE-BLADE  AT  SEAMWELDER  1  WRIST-TURN 

USING  HAND  F  4 

A1  B0  G1  A1  B0  PI  C6  A0  B0  P0  A0  4.00 

10  PUSH  AND  GUIDE  SHEETMETAL  THROUGH  SEAMWELDER 

CENTERING-DEVICE  F  2 

A1  B0  G1  Ml  X0  13  A0  2.00 

11  PUSH  SEAMWELDER  CLAMPING-DEVICE-FOOTSWITCH  PTIME  2  S 

A1  B0  G1  Ml  X6  10  A0  1.00 

12  LOOSEN  CARRIAGE-STOP  FROM  CARRIAGE-TRACK  _AT  SEAMWELDER 

3  WRIST-TURNS  USING  ALLENWRENCH  AT  SEAMWELDER  AND 
ASIDE 


90 


280 


120 


400 


120 

90 


A1  BO  G1  A1 

HO  P3  L6 

A1 

BO 

PI 

AO 

1.00 

140 

13 

REPOSITION  CARRIAGE-STOP 

FROM  SEAMWELDER 

TO 

CARRIAGE-TRACK  AT  SEAMWELDER  WITH  3 

STEPS 

A1  HO  G1 

A6 

BO 

P  6 

AO 

1.00 

140 

14 

FASTEN  CARRIAGE-STOP  AT 

SEAMWELDER  3 

WRIST- 

TURNS 

USING 

ALLWRENCH  AT  SEAMWELDER 

AND  ASIDE 

A1  BO  G1  A1 

B0  P3  F  6 

A1 

BO 

PI 

AO 

1.00 

140 

j?  /^-w/r/  /-'  <■ — ’ 


15  FITTER  MOVE  CART  FROM  SEAMWELDER  TO  END  OF  SEAMWELDER 
WITH  4  STEPS 


16 

.  A1  BO  G1  A6  BO  FI  AO 
POSITION  SHEETMETAL  FROM  CART  AT  SEAMWELDER  TO  FRONT 

SIDE  OF  SEAMWELDER  WITH  4  STEPS  F  2 

1.00 

90 

i 

17 

A1  BO  G1  A6  BO  F6  AO 

PUSH  UP  CENTERING-DEVICE  AT  SEAMWELDER  1  ARM-STROKE 

USING  HAND  F  4. 

2.00 

280 

18 

A1  BO  G1  Ml  X0  10  AO 

TWIST  CENTERING-DEVICE  BLADE  AT  SEAMWELDER  1  WRIST-TURN 
USING  HAND  F  4 

4.00 

120 

19 

A1  BO  G1  A1  BO  PI  C6  AO  BO  F0  AO 

PUSH  AND  GUIDE  SHEETMETAL  THROUGH  SEAMWELDER 

4.00 

400 

20 

A1  BO  G1  Ml  X0  13  AO 

PUSH  SEAMWELDER  CLAMPING-DEVICE-FOOT-SWITCH  PTIME  2  S 

1.00 

60 

2  1 

A1  BO  G1  Ml  X6  10  AO 

CRANK  SEAMWELDER-TORCH  AT  SEAMWELDER  6  REVS  USING  HAND 

T  O 

1.00 

90 

22 

r  z 

A1  BO  G1  M10  XO  10  AO 

CRANK  SEAMWELDER-TORCH  AT  SEAMWELDER  3  REVS  USING  HAND 

2.00 

240 

23 

A1  BO  G1  M6  XO  10  AO 

PUSH  SEAMWELDER  SEQUENCE-START-SWITCH  PROCESS  F  5.4 

1.00 

80 

24 

A1  BO  G1  Ml  X173I0  AO 

CRANK  SEAMWELDER-TORCH  AT  SEAMWELDER  6  REVS  USING  HAND 

T  O 

5.40 

9504 

25 

r  z 

A1  BO  G1  M10  XO  10  AO 

PUSH  SEAMWELDER  CLAMPING-DEVICE-FOOTSWITCH  PTIME  2  S  F 

o 

2.00 

240 

26 

Z 

A1  BO  G1  Ml  X6  10  AO 

OPEN  SEAMWELDER- LATCH  AT  SEAMWELDER  1  ARM-STROKE  USING 
HAND  F  2 

2.00 

180 

27 

A1  BO  G1  M3  XO  10  AO 
REPLACE  SHEETMETAL  FROM  SEAMWELDER  TO  CART  AT 

SEAMWELDER  WITH  4  STEPS  F  2 

2.00 

100 

28 

A1  BO  G1  A6  BO  P3  AO 

SHUT  SEAMWELDER- LATCH  AT  SEAMWELDER  3  ARM-STROKES  USING 
HAND  F  2 

2.00 

220 

29 

A1  BO  G1  M3  XO  10  AO 

MOVE  CART  FROM  SEAMWELDER  TO  WORKTABLE 

2.00 

100 

A1  BO  G1  A131B3  PI  AO 

1.00 

1370 

TOTAL  TMU  15044. 


File  Description  ?  SEAM  WELD  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ? 


/  r 


s/Aj&L  & 


mmSk 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION 

(^c^utput  to  line-printer  <Y  or  N>  ?  N 

(  39,101) 

FIT  .  W12  STRGHT.M01 

MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  STRAIGHT  SECTION  OFG :  4  25-JUL-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  20  GAUGE  GALV,  SHEETMETAL 

*  8 ' X6 ' X96 '  LG  STRAIGHT  SECTION 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  WITH  2  STEPS  PF  2  ( 

4  5  6  7) 

A1  B9  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (2)  1.00  720. 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (.  4567) 

A1  80  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (2)  1.00  140. 

3  MOUE  STEEL-TAPE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00  190. 

4  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  WITH  2  STEPS  PF  2  ( 

4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  FI  AO  (2)  1.0.0  720. 

5  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  WITH  2  STEPS  AND  ASIDE  PF  8  (  4 

5  6  7) 

A1  BO  G 1  ( A1  BO  PI  A3  )  R3  A1  BO  PI  AO  (8)  1.00  470. 

6  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO  2.00  220. 

7  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  WITH  2  STEPS  AND  ASIDE 
PF  2  (  4567  ) 

A1  BO  G1  ( A1  BO  FI  A3  )R16A1  BO  FI  AO  (2)  1.00  300. 

8  MOUE  STRAIGHTEDGE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00  190. 

9  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETHETAL  AT 

WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO  2.00  220. 

10  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  WITH  3  STEPS  AND  ASIDE 
PF  2  (  4567  ) 

A1  BO  G1  ( A1  BO  PI  A6  )R16A1  B0  FI  AO  (2)  1.00  360. 

11  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00  360. 

12  MARK  LINES  FROM  CORNER  TEMPLATE  TO  SHEETMETAL  AT 

WORKTABLE  2  DIGITS  USING  AWL  AT  WORKTABLE  WITH  2  STEPS 
AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  FI  A3  )  R6  A1  HO  FI  AO  (4)  1.00 


300. 


13  MOUE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  OTHER  SIDE  OF 

WORKTABLE  WITH  9  STEPS 

A1  BO  G1  A16  BO  PI  AO  1.00 

14  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETHETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.  4.00 

15  MARK  LINES  FROM  CORNER  TEMPLATE  TO  SHEETMETAL  AT 

WORKTABLE  2  DIGITS  USING  AWL  AT  WORKTABLE  WITH  2  STEPS 
AND  ASIDE  PF  4  (  4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  A3  )  R6  A1  BO  FI  AO  (4)  1.00 

16  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  4 

A1  BO  G1  A3  BO  P6  AO  4.00 

17  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  WITH  2  STEPS  AND  ASIDE  PF  3  (45 
6  7  ) 

A1  BO  G1  ( A1  BO  PO  A3  )  F3  A1  BO  PI  AO  (3)  1.00 

18  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  WITH  2  STEPS  AND  ASIDE  PF  2 
(4  5  6  7) 

A1  80  G1  ( A1  BO  PI  A3  )R16A1  BO  FI  AO  (2)  1.00 

19  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  2  DIGITS 

USING  REDPEN  AT  WORKTABLE  WITH  2  STEPS  AND  ASIDE  PF  8 
(  4567  ) 

A1  B0  G1  ( A1  B0  FI  A3  )  R6  A1  B0  FI  A0  (8)  1.00 

20  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  25  (4567) 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (25)  1.00 

21  MOVE  BLACKPEN  FROM  WORKTABLE  TO  OTHER  SIDE  OF  WORKTABLE 

WITH  9  STEPS' 

A1  B0  G1  .  A1 6  B0  PI  A0  1.00 

22  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  25  (4567) 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  R0  PI  A0  (25)  1.00 

23  MARK  IDENTIFICATION  ON  SHEETHETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 


A1  BO  G1  ( A1 

BO 

PI 

R3 

)A1 

BO 

FI 

AO  (52) 

1.00 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO 

CART 

AT 

WORKTABLE 

WITH 

4  STEPS  F  2 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

MOUE 

CART  FROM  WORKTABLE 

TO 

SMALLSHEAR 

A1 

BO 

G1 

A67 

BO 

FI 

AO 

1.00 

TOTAL  TMU 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  . "rZ-i 


190. 

360. 

300. 

440. 

190. 

300. 

500. 

1290. 

190. 

1290. 

2640. 

220. 

700. 

12800. 


File  Description  ?  SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION 


Output  to  line-printer  <Y  or  N>  ?  N 
(  399101  ) 

FIT  •  #12  STRGHT.M02 

SHEAR  SEAEEMETAL  FOR  STRAIGHT  SECTION  WITH  SMALL  8FT .  SHEAR  AT 

-'l^heetmetal  shop 

^PER  STRAIGHT  OFG :  4  30-JUN-83 

NASSCO  SHEETMETAL  SHAPE  2 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8'X6'X96'  LG  STRAIGHT  SECTION 

*  TWO  (2)  FITTERS  REQUIRED 
FITTER  BEGINS  AT  SMALLSHEAR 

1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEP  F  2 


A1 

BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  2 

A1 

BO  G1 

Ml 

X6 

10 

AO 

2.00 

180 

3 

POSITION  SHEETMETAL2  FROM  SMALLSHEAR 

.  TO 

SMALLSHEAR  F  2 

A1 

BO  G1 

A1 

BO 

P  6 

AO 

2.00 

180 

4 

REPLACE  SHEETMETAL2  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  5  STEPS  F  4 

A1 

BO  G1 

A10 

BO 

P3 

AO 

4.00 

600 

5 

MOVE  CART  FROM  SMALLSHEAR  TO 

WORKTABLE 

A1 

BO  G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL  TMU  1970. 


File  Description  ?  SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION 
Output  to  line-printer  <Y  or  N>  ? 


File  Description  1  CUT  CORNERS  ON  SHEETMETAL  FOR  STRAIGHT  SECTION 


(^JJOutput  to  line-printer  <Y  Or  N>  ?  N 
(  39,101  ) 

FIT  .  W12  STRGHT.M03 

CUT  CORNERS  ON  SHEETMETAL  FOR  STRAIGHT  SECTION  WITH  SNIPS  AT 

^HEETMETAL  SHOP 

•^PER  STRAIGHT  OFG:  4  30-JUN-83 

NASSCO  SHEETHETAL  SHAPE  2 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8  ' X6 ' X96 '  LG  STRAIGHT  SECTION 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  F  4 


A1 

BO 

G1  A6 

BO  P3 

A0 

4.00 

2 

POSITION  SNIPS 

FROM 

WORKTABLE 

TO 

SHEETMETAL  AT 

WORKTABLE  F  6 

A1 

BO 

G1  A1 

BO  P  6 

AO 

6.00 

3 

CUT  CORNERS  ON 

SHEETMETAL  AT 

WORKTABLE  2 

CUTS  USING 

SNIPS  AT  WORKTABLE 

AND  ASIDE 

PF 

6(45 

6  7  ) 

A1  BO 

G1 

( A1  BO 

P3 

C3  )  A1 

BO  PI 

AO 

(6) 

1.00 

4 

MOVE  SNIPS  FROM 

[  WORKTABLE  TO 

OTHER  SIDE 

OF  WORKTABLE 

WITH  4  STEPS 

A1 

BO 

G1  A6 

BO  PI 

AO 

1.00 

5 

POSITION  SNIFS 

FROM 

WORKTABLE 

TO 

SHEETMETAL  AT 

WORKTABLE  F  6 

A1 

BO 

G1  A1  BO 

P  6 

AO 

6.00 

6 

CUT  CORNERS  ON 

SHEETMETAL  AT 

WORKTABLE  2 

CUTS  USING 

SNIPS  AT  WORKTABLE. 

AND  ASIDE 

PF 

6(45 

6  7  ) 

A1  80 

G1 

( A1  BO 

P3 

C3  )  A1 

BO  PI 

AO 

(6) 

1.00 

7  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  6  (  4  5 
6  7  ) 

A1  BO  G1  ( A1  BO  PO  F 6  )  A1  BO  PI  AO  (6)  1.00 

8  MOVE  HAMMER  FROM  WORKTABLE  TO  OTHER  SIDE  OF  WORKTABLE 

WITH  4  STEPS 


A1  BO  G1  A6  BO  PI  AO  1.00 

9  FASTEN  (FLATTEN]  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  3 
STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  6  (  4  5 
6  7  ) 


A1  BO  G1  ( A1 

BO 

PO 

F6 

)A1 

BO 

PI 

AO  (6) 

1.00 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO 

CART 

AT 

WORKTABLE 

WITH 

4  STEPS  F  4 

A1 

BO 

G1 

A6 

BO 

F3 

AO 

4.00 

MOUE 

CART  FROM  WORKTABLE 

TO 

LAPOUT 

A1 

BO 

G1 

A54 

BO 

PI 

AO 

1.00 

TOTAL  TMU 


File  Description  ?  CUT  CORNERS  ON  SHEETMETAL  FOR  STRAIGHT  SECTION 


440. 

540. 

460. 

90. 

540. 

460. 

460  . 

90. 

460. 

440. 

570. 

4550. 


Output  to  line-printer  <Y  or  N>  ? 
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Please  input  file  <SQ2RND.M30>  ? 


O-File  Description  ?  MARK  OUT  SQUARE  TO  ROUND 
Output  to  line-printer-  <Y  or  N>  ?  N 
(  39,  3  ) 

FIT  '  . W08  SQ2RND.M30 

HARK  OUT  SHEETMETAL  FOR  SQUARE  TO  ROUND  WITH  AWL  AT  SHEETMETAL- 

SHOP 

PER  SQUARE  TO  ROUND  OFG:  4  -23-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #3 

*  HULL  418 

*  DRAWING  501  -  292 

*  V2-92008 

*  V6-1951 

*  22  GAUGE  GALV.  SHEETMETAL- \ 

*  8  '  X8  '  TO  5'  DIA  9'L  SQUARE  T0\R0UND 

*  USE  TEMPLATE  TO  MARK  OUT  2  HALVES  - 
FITTER  BEGINS  Al-  WORKTABLE 


1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  2 

-a““ - -.  Al  BO  G1  A6  BO  P6  AO 

2  PLACE  2  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE  - 

WITH  -4  STEPS  F  2 

Al  BO  G1  A6  BO  P3  AO 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AND  ASIDE  PF  .  9  (  4  5  61  ) 

Al  BO  G1  (Al  BO  PI  R16  )  Al  BO  FI-  AO  (9) 

4  POSITION.  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  40 

"  Al  BO  G1  Al  BO  P  6  AO 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  40  (4567) 

Al  BO  G1  (Al  BO  PO  F3  )  Al  80  PI.  AO  (40) 

6  REPLACE  2  WEIGHTS  FROM  TEMPLATE  TO  WORKTABLE  WITH  3 

STEPS  F  2 

- - Ai  BO  G1  A6  BO  P3  AO 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  2 

Al  BO  G1  A6  BO  P3  AO 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  18  (4567) 

Al  HO  G1  (Al  BO  PI  R16  )  Al  80  PI  A0  (18) 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  99  (4567). 

Al  B0  G1  (Al  B0  PI  R3  )  Al  B0  PI  A0  (99) 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPLEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 


2.00 

2.00 

1.00 

40.00 

1.00 

2.00 

2 . 00 

1.00 

1.00 


Al  BO  G1  (Al  HO  PI  R3  )  Al  BO  FI  AO  (52)  i-00 

*1  SHEETMETAL  [COLLAR]  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

Al  BO  G1  (Al  BO  PI  M32  )  Al  BO  PI  AO  (3) 


280. 

2  2  0 

1660. 

3600. 

1640  , 

220. 

220. 

3280. 

4990. 

2640. 


1.0  0  1060. 


12  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE . 1  DIGIT 

USING  AWL_  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  80  G1  ( A1  BO  FI  R3  )  A1  BO  PI  AO  (3)  1.00 

13  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

'  A1  BO  G1  A1  BO  P  6  AO  2.00 

14  MARK  LINE  FROM  STRAIGHTEDGE  AT  WORKTABLE  1  DIGIT  USING 
AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  B0  G1  (A1  B0  PI  R3  )  A1  B0  PI  A0  (2)  1.00 

15  MARK  CUT  LINE  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (3)  1.00 

16  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  6  (4567) 

A1  BO  Gl-  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (6)  1.00 

17  PLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

'WITH  4  STEPS 

A1  BO  Gl  A6  BO  P3  AO  1.00 

18  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  Gl  A67  BO  PI  AO  1.00 


TOTAL  TMU 


190. 

18  0 

140  . 

190. 

340. 

110. 

700. 

21660. 


Type  D,  EM,  CT,  EW,  EX,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  22  GAUGE  SHEETMETAL  FOR  SQUARE  TO  ROUND 
Output  to  line-winter  <Y  or  N>  ?  N 
39,  3) 

FIT  '  ,W11  SQ2RND.M31 

SHEAR  SHEETMETAL  FOR  SQUARE  TO  ROUND  WITH  SMALLSHEAR  AT 
SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFG :  4  08-JUL-83 

NASSCO  SHEETMETAL  SHAPE  #3 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1951 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 '  TO  5'DIA.  9'L  SQUARE  TO  ROUND 

*  USE  TEMPLATE  TO  MARK  OUT  2  HALVES 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SHALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL2  FROM  SHALLSHEAR 

TO 

SMALLSHEAR  WITH 

4  STEPS 

A1 

BO  G1 

A6 

BO 

P  6 

AO 

1.00 

140 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  12 

A1 

BO  G1 

Ml 

X6 

10 

AO 

12.00 

1080 

5 

REPLACE  SHEETMETAL2  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  8  STEPS  F  2 

A1 

BO  G1 

A16 

BO 

P3 

AO 

2.00 

420 

6 

MOUE  CART  FROM  SMALLSHEAR  TO 

WORKTABLE 

A1 

BO  G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL  TMU  2740. 


Type  D,  EM,  CT.  EW,  EX,  L,  ID,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  RADIUS  FOR  SQUARE  TO  ROUND 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  .Wll  SQ2RND.M32 

SHEAR  SHEETMETAL  FOR  SQUARE  TO  ROUND  RADIUS  WITH  UNI-SHEAR  AT 
SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFG :  4  08-JUL-83 

NASSCO  SHEETMETAL  SHAPE  #3 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1951 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 '  TO  5'DIA.  9'L  SQUARE  TO  ROUND 

*  SHEAR  FLAT  OVAL  RADIUS 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

3  OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  F  2 

A1  BO  G1  M6  X17310  AO  2.00  3620. 

4  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  P3  C3  )  A1  BO  PI  AO  (4)  1.00  320. 

5  FASTEN  (  FLATTEN  )  SHEETMETAL  [CORNERS]  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (45 

6  7  ) 

A1  BO  G1  ( A1  BO  PO  F 6  )  A1  BO  PI  AO  (8)  1.00  600. 

6  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

7  MOUE  CART  FROM  WORKTABLE  TO  HAND-ROLLER  AT  WORKBENCH 

A1  BO  G1  A67  B3  PI  AO  1.00  730. 


TOTAL  TMU  74  60. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  (or  H  for  help>  ? 


° 


T 


Please  input  file  <SQ2RND.M33>  ? 


File  Description  ?  FORM  COLLAR  FOR  SQUARE  TO  ROUND 
Output  to  line-printer  (Y  or  N>  ?  N 
(  39 ,  3) 

FIT  '  .  W08  SQ2RND.M33 

FORM  SHEETMETAL  FOR  SQUARE  TO  ROUND  COLLAR  WITH 
HAND  OPERATED  ROLLER  AT  SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFG :  4  2 4 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #3 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008  I 

*  V6-1951 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 '  TO  5'  DIA.  9'L  SQUARE  TO  ROUND 

*  ROLL  UP  1 ' X15  3/4'  SHEETMETAL  COLLAR 
FITTER  BEGINS  AT  WORKBENCH 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKBENCH  TO  HAND-ROLLER 

AT  WORKBENCH  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110; 

2  FASTEN  SHEETMETAL2  WITH  HAND-ROLLER  AT  WORKBENCH  5 

SPINS  USING  FINGERS  F  2 

A1  BO  G1  A1  BO  PI  F10  AO  BO  PO  AO  2.00  280. 

3  CRANK  HAND-ROLLER  AT  WORKBENCH  3  REVS  USING  HAND 

A1  BO  G1  M6  XO  10  AO  1.00  80. 

4  LOOSEN  BOLT  [ROLLS]  TO  SHEETMETAL2  AT  HAND-ROLLER  AT 

WORKBENCH  5  SPINS  USING  HAND 

A1  BO  G1  A1  BO  PI  L10  AO  BO  PO  AO  1.00  140. 

5  REPLACE  SHEETMETAL2  FROM  HAND-ROLLER  AT  WORKBENCH  TO 

CART  AT  WORKBENCH  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

6  MOVE  CART  WITH  SHEETMETAL2  FROM  WORKBENCH  TO  LEAFBRAKE 

A1  BO  G1  A10  BO  PI  AO  1,  00  130. 


TOTAL  TMU  8  5  0. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  (or  H  for  help>  ? 


Ilf  5  o 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ?  T 
lease  input  file  <SQ2RND.M34>  ? 


File  Description  ?  BEND  RADIUS  FOR  SQUARE  TO  ROUND 
Output  to  line-printer  <Y  or  N>  ? 


%A  command  is  required, 


Output  to  line-printer  <Y  or  N>  ?  N 

(  39?  3) 

FIT  .  W  0  8  SQ2RND.M34 

BEND  SHEETMETAL  FOR  SQUARE  TO  ROUND  RADIUS  WITH  LEAF  BRAKE  AT 

SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  DFG :  4  2  4 -MAR- 8  3 

NASSCO  SHEETMETAL  SHAPE  #3 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1951 

*  22  GUAGE  GLAV.  SHEETMETAL 

*  8 ' X8 '  TO  5'DIA.  X  9'  L  SQUARE  TO  ROUND 

*  BEND  RADIUS  ON  2  PIECES 
FITTER  BEGINS  AT  LEAFBRAKE 


1 

PLACE  SHEETMETAL2  FROM 

CART 

AT 

LEAFBRAKE  TO 

LEAFBRAKE 

WITH  4 

STEPS  F  2 

A1 

R0 

G1  A6  BO 

P3 

A0 

2.00 

220 

2 

GRIP  LEAFBRAKE  [ADJUSTMENT  ROD] 

AT  LEAFBRAKE 

USING  BOLT 

[VISEGRIPS]  AT  LEAFBRAKE  AND  ASIDE 

A1  BO  G1  A1 

R0 

F3 

Cl  A1  BO  PI 

A0 

1.00 

90 

3 

OPERATE 

LEAFBRAKE-LEVER 

PROCESS 

F  80 

A1 

BO 

G1  M6  XI 6 

10 

A0 

80.00 

19200 

4 

REPLACE 

SHEETMETAL3  FROM 

LEAFBRAKE  TO  CART  AT- 

-  LEAFBRAKE 

WITH  4 

STEPS 

A1 

BO 

G1  A6  BO 

P3 

A0 

1.00 

110 

5 

MOUE  CART  FROM  LEAFBRAKE  TO 

WORKTABLE 

A1 

BO 

G1  A81  B3 

pi 

A0 

1.00 

870 

TOTAL  TMU  204  90. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


3l^i° 


Please  input  file  (SQ2RND.M35>  ? 


File  Description  ?  ASSEMBLE  SQUARE  TO  ROUND 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3) 

FIT  '  , W08  SQ2RND.M35 

ASSEMBLE  SHEETMETAL  FOR  SQUARE  TO  ROUND  WITH  RIVET  GUN  AT 
SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFG :  4  2 4 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #3 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1951 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 '  TO  5'DIA.  9'L  SQUARE  TO  ROUND 

*  RIVET  BOTTOM 

*  LEAVE  TOP  LOOSE  TO  ADJUST  COLLAR 

FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

2  FASTEN  5 . 32DRILL-BIT  FROM  WORKTABLE  TO  DRILLMOTOR  AT 

WORKTABLE  3  WRIST-TURNS  USING  CHUCKKEY  AND  ASIDE 
S  A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO 

3  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  WORKTABLE  WITH  3 

STEPS 

A1  BO  G1  A6  BO  P6  AO 

4  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  >A1  BO  PI  AO  (2) 

5  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  2 

A1  BO  G1  M6  X6  10  AO 

6  POSITION  RIVETS  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO 

7  OPERATE  RIVETGUN  PROCESS  F  2 

A1  BO  G1  M6  X3  10  AO 


TOTAL  TMU  1210 


1.00 

110 

1.00 

140 

1.00 

140 

1.00 

140 

2.00 

280 

2.00 

180 

2.00 

220 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  (or  H  for  help>  ? 


Please  input  file  <SQ2RND.M36>  ? 


-■^>r  File  Description  ?  TACK  WELD  SQUARE  TO  ROUND 
Output  to  line-Printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  .  W08  SQ2RND.M36 

TACK  SHEETMETAL  FOR  SQUARE  TO  ROUND  WITH  TACK  WELDER  AT 
SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFG:  4  2  4 -MAR- 8  3 

NASSCO  SHEETMETAL  SHAPE  #3 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1951 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 '  TO  5'DIA.  9'L  SQUARE  TO  ROUND 

*  CLAMP  COLLAR  TO  SQ2RND  &TACKWELD 
FITTER  BEGINS  AT  WORKTABLE 


1 

MOUE  VISEGRIPS  AND  SHEETMETAL2 

FROM 

WORKTABLE 

TO 

WELDOUT 

A1 

BO 

G1 

A54  B3 

PI 

AO 

1.00 

2 

POSITION  SHEETMETAL2 

FROM  WELDOUT  [WELDTABLE] 

TO 

SHEETMETAL  AT  WELDTABLE  WITH  4 

STEPS 

A1 

BO 

G1 

A6  B3 

P  6 

AO 

1.00 

3 

GRIP  SHEETMETAL2  TO 

SHEETMETAL2 

AT  ' 

WELDOUT  USING 

VISEGRIFS  AND  ASIDE 

PF  4  ( 

4  5 

6  7 

) 

A54  B3  G1 

( A1  RO 

P3 

Cl 

)  A1  BO 

PI 

AO 

(4)  1.00 

4 

OPERATE  TACKWELDER  PROCESS  F 

10 

A1 

BO 

G1 

M6  X3 

10 

AO 

10 . 00 

5 

MOUE  SHEETMETAL2  AND 

VISEGRIPS 

FROM 

WELDOUT  TO 

WORKTABLE 

A1 

B0 

G1 

A54  B3 

PI 

AO 

1.00 

600 

170 

800 

1100 

600 


TOTAL  TMU 


3270 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


^5 

N 


A7.  ,5  ' 


(  39,101) 

WELD  .*W01  SQ2RND .  M3 7 

WELD  SQUARE  TO  ROUND  WITH  TIG-WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

■'  R  SQUARE  TO  ROUND  OFG:  4  20-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  3 

*  11  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 '  TO  5 'DIAMETER  9'L  SQUARE  TO  ROUND, 

*  WELDING  DONE  IN  WELD  BOOTH  AREA 

*  WELDOR  PERFORMS  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 


1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 
AT  WORKTABLE.  WITH  4  STEPS  F  2 


A1  BO 

G1 

A6 

BO 

P3 

AO 

2.00 

2 

FITTER 

MOUE  CART  FROM  WORKTABLE 

TO  WELDTABLE 

A1  BO 

G1 

A131B3 

FI 

AO 

1.00 

3 

PLACE  SHEETMETAL  ASSEMBLY  FROM  CART 

AT  WELDTABLE 

TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO 

G1 

A6 

BO 

F3 

AO 

2.00 

4 

WELDOR 

PUSH  POWER  SUPPLY  BUTTON 

FROM 

OFF 

AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

WITH 

16 

STEPS 

A3  80 

G1 

Ml 

XO 

TO 

A32 

1.00 

5 

WELDOR 

PUSH  GAS-HOUP-SWITCH  FROM 

OFF 

AT 

WELDMACHINES  TO 

ON  AT 

WELDMACHINES 

A1  BO 

G1 

Ml 

XO 

TO 

A1 

1.00 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 


WRIST-TURN  USING  HAND 

A1  BO  G1  A1  BO  PI  F3  AO  BO  FO  AO 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDHACHINES 

A1  BO  G1  M3  XO  10  A1 

8  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE 

A3  B3  G1  A1  BO  P6  AO 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS 

A1  BO  G1  Ml  X10  10  AO 

10  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  3 

A1  BO  G1  A1  BO  P  6  AO 

11  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR 

A1  BO  G1  Ml  XO  10  A1 

12  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  3 

A1  B0  G1  A1  B6  P  6  A0 

13  WELDOR  OPERATE  WELD  STINGER-BUTTON1  PROCESS  F  6 

A1  B0  G1  M6  X81  10  A0 

14  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR 

A1  B0  G1  Ml  X0  10  A1 

15  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  1  ARM-STROKE 

USING  WIRERUSH  AT  WELDTABLE  AND  ASIDE  PF  50  (4567 


1.00 

1.00 

1.00 

1.00 

3.00 

1.00 

3.00 

6.00 

1.00 

1.00 


A1  B0  G1  ( A1  B0  PI  Cl  )A1  B0  PI  A0  (50) 
6  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 
WELDTABLE  WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0 
17  FITTER  MOUE  CART  FROM  WELDTABLE  TO  WORKTABLE 


220. 

1370. 

220. 

370. 

40. 

70. 

60. 

140. 

130. 

270. 

40. 

450. 

5340. 

40. 

1540. 

220. 


A1  BO  G1  A131B0  PI  AO 


1.00 


1340 


TOTAL  TMU 


File  Description  ?  WELD  SQUARE  TO  ROUND 
Output  to  line-Printer  <Y  or  N>  ? 


11860 


File  Description  ?  RIVET  SQUARE  TO  ROUND 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39 ,  3) 

FIT  '  .Wll  SQ2RND.M38 

RIVET  SHEETMETAL  FOR  SQUARE  TO  ROUND  WITH  RIVET  GUN  AT  SHEETMETAL 

SHOP 

PER,  SQUARE  TO  ROUND  OFG :  4  08-JUL-83 

NASSCO  SHEETMETAL  SHAPE  #3 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1951 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 '  TO  5'DIA.  9'L  SQUARE  TO  ROUND 

*  SEAL  RIVET  SEAM  WITH  SEALANT 

*  SEAL  RIVET  HEADS  WITH  SEALANT 
FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL 
AT  WORKTABLE  WITH  3  STEPS  F  2 


A1  BO  G1  A6 

80 

P  6 

AO 

2.00 

280 

2 

MARK-RIVET  HOLES  ON  SHEETMETAL  AT  WORKTABLE  1 

DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  12 

(  4 

5  6 

7 

A1  BO  G1  ( A1  BO  PI  R3  )  A1 

EO 

PI 

AO 

(12) 

1.00 

640 

3 

OPERATE  DRILLMOTOR  ON  SHEETMETAL  PROCESS 

F  12 

A1  BO  G1  M6 

X6 

10 

AO 

12.00 

1680 

4 

POSITION  RIVETS  FROM  WORKTABLE  TO  SHEETHETAL 

AT 

WORKTABLE  F  12 

A1  BO  G1  A1 

EO 

P  6 

AO 

12.00 

1080 

5 

OPERATE  RIVETGUN  ON  SHEETMETAL  PROCESS  F 

12 

A1  BO  G1  M6 

X3 

10 

AO 

12.00 

1320 

6 

GRIP  SEALANT  TO  SHEETMETAL  AT  WORKTABLE  USING 

CAULKINGGUN  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  EO  P3  Cl  )  A1 

BO 

PI 

AO 

(6) 

1.00 

340 

7 

INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO 

BO 

PO 

AO 

1.00 

100 

TOTAL  TMU 

5440 

¥7/*  o 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


T  SQ2RND.M01 


File  Description  ?  MAKE  READY  SHEETMETAL  FOR  MARK  OUT  (SQ2RND) 

Output  to  line-printer  <Y  or  N>  ?  N 

39,  3) 

FIT  '  ,  W04  SQ2RND.M01 

MOVE  SHEETMETAL  FOR  MARK  OUT  AT  SHEETHETAL  SHOP 
PER  2  SQUARE  TO  ROUNDS  OFG :  4  28-FEB-83 

HULL  420 

*  DRAWING  501-062 

*  V2-62003 

*  '6-703 

*  20  GAUGE  SHEETMETAL 

*  DIMENSIONS : 9  1/2'X13  1/2'TO  12'DIA,  8'L 

FITTER  BEGINS  AT  WORKTABLE 

1  MOVE  TEMPLATES  AND  SKETCH  FROM  TEMPLATE  RACK  TO 
WORKTABLE  WITH  40  STEPS 


A1 

E0 

G1 

A67 

B0 

PI 

A0 

1.00 

700. 

2 

READ 

SKETCH  AT  WORKTABLE  59 

WORDS 

A0  B0  GO  A0  B0 

P0 

T32 

A0 

BO 

P0 

A0 

1.00 

320. 

3 

MOVE 

CART  FROM  WORKTABLE  TO 

)  SHEETMETAL-STORAGE 

A1 

B0 

G1 

A152B0 

PI 

AO 

1.00 

1550. 

4 

PLACE 

20  GAUGED- SHEETMETAL 

FROM 

SHEETMETAL— 

STORAGE  TO 

CART 

AT  SHEETMETAL-STORAGE 

A1 

80 

G1 

A1 

E0 

P3 

A0 

1.00 

60 

5 

MOVE 

CART  FROM  SHEETMETAL-STORAGE  TO 

WORKTABLE 

A1 

SO 

G1 

A153B3 

PI 

A  0 

1.00 

1580. 

6 

PLACE 

SHEETMETAL  FROM  CART 

AT  WORKTABLE 

TO 

WORKTABLE 

A1 

80 

G1 

A1 

80 

P3 

AO 

1.00 

60, 

TOTAL  TMU  4270. 


Type  D f EH » CT ? EX » T » U  <or  H  for  hele>  ?  T  SQ2RNB 

XError?  You  have  described  more  then  one  file. 

Consult  aour  DIRECTORY'  for  a  full  name. 


T -  r!  .  ETV  .  r'T  .  rv  -  T  .  |.l 

-  r  d  t  jiVF’JI  r ? -w  —.rc 


M/i? 


File  Description  ?  HARK  OUT  SQUARE  TO  ROUND  (43) 
Output  to  line-Printer  <Y  or  N>  ?  N 


(  39)  3) 

FIT  '  ,  W04  SQ2RND . M0 2 

MARK  OUT  SHEETMETAL  WITH  TEMPLATE  AT  SHEETMETAL  SHOP 
PER  1  SQUARE  TO  ROUND  C>FG:  4  2 4 -FEB-8 3 

HULL  420 

*DRAWING  501-062 


*  V6-703 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS : 9  1/2'X13  1/2'TO  12'DIA.18'L 

*  HARK  OUT  2  PIECES  WITH  1  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  5  STEPS  F  2 

A1  E0  G1  A10  BO  P6  AO 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  AT 

WORKTABLE  WITH  4  STEPS  F  2 

A1  80  G1  A6  30  P6  AO 

3  MARK  OUTLINE  ON  SHEETMETAL  FROM  TEMPLATE  1  DIGIT  USING 

AWL  AND  ASIDE  PF  10  (  4  5  6  7  )  F  2 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (10) 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AND  ASIDE 

PF  22  (4  5  6)  F  2 

A1  B0  G1  ( A1  BO  P6  )A0(22) 

5  FASTEN  CPUNCH  TO  SHEETMETAL  ON  WORKTABLE  1  STRIKE  USING 

HAMMER  AND  ASIDE  PF  22  (  4  5  6  7  )  F  2 

A1  E0  G1  ( A1  B0  P0  F3  )  A1  B0  PI  A0  (22) 

6  REMOVE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

F  6 

A1  B0  G1  A1  BO  PI  A0 

7  REMOVE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  F  2 

A1  B0  G1  A1  B0  PI  A0 

8  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  B0  G1  A1  B0  P  6  A0 

9  MARK  LINES  ON  SHEETMETAL  WITH  STRAIGHTEDGE  AT  WORKTABLE 

16  DIGITS  USING  AWL  AND  ASIDE  WITH  3  STEPS  PF  2  (45 
6  7  )  F  2 

A1  B0  G1  ( A1  E0  PI  R54  )  A1  B0  PI  A0  (2) 

10  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  50  (4  5  6  7)  F2 

A1  BO  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (50) 

11  HARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  1  DIGIT 

USING  BLACKPEN  ANF  HOLD  PF56  (4567)  F2 

A1  B0  G1  (A1  B0  PI  R3  )  A0  B0  P0  A0  (56) 

12  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  16 

DIGITS  USING  BLACKPEN  AND  ASIDE  PF  2  (  4  5  6  7  )  F  2 

A1  B0  G1  ( A1  B0  PI  R54  )  A1  B0  PI  A0  (2) 

13  PLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  6  STEPS 

A1  B0  G1  A10  B0  P3  A0 

14  MOUE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  B0  G1  A67  B0  pi  A0 


2.00 

360, 

2.00 

230. 

2.00 

1080. 

2 . 00 

3120. 

2.00 

1340. 

6 . 00 

240. 

2.00 

80. 

2.00 

180. 

2.00 

2320. 

2.00 

5080. 

2 . 00 

5640 

2.00 

2320  , 

1.00 

150  , 

1 . 00 

700 

TOTAL  TMU 


23390. 


/  /69S 

A 


Tape  DrEMrCT jEXjTjU  Cor  H  for  help>  ? 


T  SQ2RNB  .M01  V  lO^sleef 

^  §  0 1  o  oTirH- 

File  Description  ?  MAKE  READY  SHEETMETAL  FOR  MARK  OUT  (SQ2RND) 

Output  to  line-printer  <Y  or  N>  ?  n 
33,  3) 

FIT  '  .  W04  SQ2RND.M01 

MOVE  SHEETMETAL  FOR  MARK  OUT  AT  SHEETMETAL  SHOP 
PER  2  SQUARE  TO  ROUNDS  OFG :  4  23-FEB-83 

HULL  420 

*  DRAWING  501-062 

*  V2-62003 

*  V  6  -  7  0  3 

*  20  GAUGE  SHEETMETAL 

*  DIMENSIONS :  9  1/2'X13  1/2'TO  12'DIA.18'L 
FITTER  BEGINS  AT  WORKTABLE 

1  MOVE  TEMPLATES  AND  SKETCH  FROM  TEMPLATE  RACK  TO 
WORKTABLE  WITH  40  STEPS 


A1 

80  G1 

A67  B0 

Pi 

A  0 

1.00 

700 

d.  KtAU  SKETCH  AT  WORKTABLE  59 

WORDS 

A0  BO  GO  AO  BO 

PO  T32 

AO  BO 

PO 

A0 

1 . 00 

320 

3 

MOUE  CART 

FROM  WORKTABLE  TO 

SHEETMETAL-STORAGE 

A1 

EO  G1 

A152E0 

PI 

A0 

1.00 

1550 

4 

PLACE  20 

GAUGED-SHEETMETAL 

FROM  SHEETMETAL-STORAGE  TO 

CART  AT 

SHEETMETAL-STORAGE 

A1 

BO  G1 

A1  BO 

P3 

A0 

1.00 

60 

5 

MOVE  CART 

FROM  SHEETMETAL-STORAGE  TO 

WORKTABLE 

A1 

BO  G1 

A152B3 

PI 

AO 

1.00 

1550 

6  PLACE  SHEETMETAL  FROM^CjART  A^WOF^TABj^  Tt^WOR^AB]^ 

TOTAL  THU  4270. 


Type  D,  EM,  CT,  EX,  T,  W  <or  H  for  help>  ? 


WUA.IMtl’  *  I  IVA 


File  Description  ?  MARK  OUT  SQUARE  TO  ROUND  (43) 

Output  to  line-Printer  <Y  or  N>  ?  N 
3  9,3) 

. W04  SQ2RND .  MO  2 

MARK  OUT  SHEETMETAL  WITH  TEMPLATE  AT  SHEETMETAL  SHOP 
PER  1  SQUARE  TO  ROUND  OFG :  4  2  4 -FEB- 8  3 

HULL  420 

*  DRAWING  501-062 

*  V2-62003 

*  V6-703 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS : 9  1/2'X13  1/2'TO  12'DIA,  18'L 

*  MARK  OUT  2  PIECES  WITH  1  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  5  STEPS  F  2 

A1  BO  01  A10  B0  P  6  A3 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  AT 

WORKTABLE  WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P6  A0 

3  MARK  OUTLINE  ON  SHEETMETAL  FROM  TEMPLATE  1  DIGIT  USING 

AWL  AND  ASIDE  PF  10  (  4  5  6  7  )  F  2 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (10) 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AND  ASIDE 

PF  22  (  4  5  6  )  F  2 

A1  B0  G1  (A1  B0  P 6  )A0  (22)  2,0 

5  FASTEN  CPUNCH  TO  SHEETMETAL  ON  WORKTABLE  1  STRIKE  USING 

HAMMER  AND  ASIDE  PF  22  (  4  5  6  7  )  F  2 

A1  DO  G1  ( A1  BO  PO  F3  )  A1  EO  PI  AO  (22)2.0 

6  REMOVE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

F  4 

A1  EO  G1  A1  BO  PI  AO 

7  REMOVE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  PI  AO 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO 

9  MARK  LINES  ON  SHEETMETAL  WITH  STRAIGHTEDGE  AT  WORKTABLE 
16  DIGITS  USING  AWL  AND  ASIDE  WITH  3  STEPS  PF  2  (45 
6  7  )  F  2 

A1  BO  G1  ( A1  BO  PI  R54  )  A1  BO  PI  AO  (2) 

10  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF50  (4567)  F  2 

A1  BO  G1  (A1  BO  PI  R3  )A1  B0  PI  AO  (50) 

11  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  1  DIGIT 

USING  BLACKPEN  ANF  HOLD  PF56  (4567)  F  2 

B0  G1  ( A1  BO  FI  R3  )  AO  B0  PO  AO  (56) 

12  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  16 

DIGITS  USING  BLACKPEN  AND  ASIDE  PF  2  (4567)F2 

A1  BO  G1  (A1  BO  PI  R54  )  A1  )  B0  PI  AO  (2) 

13  PLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 
WITH  6  STEPS 

A1  BO  G1  A10  BO  P3  AO 


2.00 

360 

2.00 

230 

2,00 

1030 

2.00 

3120 

2.00 

1340 

4.00 

240 

2.00 

30 

2.00 

130 

2.00 

2320. 

2.00 

50S0 , 

2.00 

5640. 

2.00 

2320. 

1,00 

150. 

14  MOVE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  01  A67  BO  PI  AO  1.00 

TOTAL  TMU 


700 

23390 


Type  D,  EM,  CT,  EX,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  OUTLINE  OF  SQUARE  TO  ROUND  (#3) 

Output  to  Line-Printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  Wll  SQ2RND.M03 

SHEAR  SHEETMETAL-OUTLINE  OF  SQ2RND  (#3)  ON  20  GAUGE  SHEETMETAL 
WITH  SMALL  SHEAR  AT  SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFG:  4  08-JUL-83 

NASSCO  SHEETMETAL  PART  #  3  (  FROM  HULL  420  ) 

*  DRAWING  501-062 

*  V2-62003 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS : 9  1/2'X13  1/2'TO  12'DIA.  18'L 

*  V  6  -  7  0  3 

FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  4X8  SHEETMETAL2  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  F  2 


A1 

B0 

G1 

A1 

E0  P  6 

A0 

2.00 

180 

2 

PUSH  FOOTPEDAL 

AT  SMALLSHEAR 

FOR 

CUTTING 

SHEETMETAL2 

PROCESS 

A1 

B0 

G1 

Ml 

X6  10 

A0 

1.00 

90 

3 

POSITION  SHEETMETAL2  FROM  SMALLSHEAR 

TO  SMALLSHEAR  F  6 

A1 

B0 

G1 

A1 

E0  P  6 

A0 

6.00 

540 

4 

PUSH  FOOTPEDAL 

AT  SMALLSHEAR 

CUTTING 

LINES  ON 

SHEETMETAL2  PROCESS  F  6 

A1 

B0 

G1 

Ml 

X6  10 

A0 

6.00 

540 

5 

PLACE  SHEETMETAL2  FROM  SMALLSHEAR  TO 

CART  AT  SMALLSHEAR 

WITH  16  STEPS 

PBEND 

A1 

B0 

G1 

A32 

B3  P3 

A0 

1.00 

400 

6 

MOUE  CART  WITH 

SHEETMETAL2  FROM 

SMALLSHEAR  TO  WORKTAP1G 

A1 

B0 

G1 

A67 

B3  PI 

A0 

1.00 

730 

TOTAL  TMU  2480 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


T  SQ2RNB *  M04 


File  Description  ?  SHEAR  SQUARE  TO  ROUND  RADIUS  LINES  &  CORNERS 
Output  to  line-printer  <Y  or  N>  ?  N 

39  f  3) 

FIT  *W04  SQ2RND.M04 

SHEAR  SHEETMETAL  FOR  SQUARE  TO  ROUND  WITH  UNI-SHEAR  AT  SHEETMETAL 

SHOP 

PER  SQUARE  TO  ROUND  OFG :  4  2 8 -FEB- 8 3 

HULL  420 

*  DRAWING  501-062 

*  V2-62003 

*  V6-703 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS : 9  1/2'X13  1/2'TO  12'DIA.18'L 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

A1  EO  G1  A1  BO  P3  AO  1.00  60. 

2  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  11  CUTS  USING 

UNISHEAR  AND  ASIDE  PROCESS  PF  11  (4567) 

A1  BO  G1  ( A1  BO  F3  C16  )  A1  BO  PI  AO  (  11)  1.00  2240. 

3  MOVE  TEMPLATE  FROM  WORKTABLE  TO  WORKTABLE 

A1  BO  G1  A1  EO  PI  AO  1.00  40. 

4  MARK  RADIUS  ON  TEMPLATE  PAPER  AT  WORKTABLE  16  DIGITS 

USING  DIVIDERS  AND  ASIDE 

A1  BO  G1  A1  EO  PI  R54  A1  BO  PI  AO  1.00  600. 

5  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE 

A1  80  G1  A1  BO  PI  M3 2  A1  B0  PI  AO  1.00  380. 

6  CUT  SHEETMETAL  COLLAR  AT  WORKTABLE  2  CUTS  USING  SNIPS 

AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  EO  01  (A1  EO  P3  C3  )  A1  EO  PI  AO  (2)  1.00  130. 

7  PLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

A1  E0  G1  A1  B0  P3  A0  1.00  60. 

8  MOVE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  LEAFBRAKE 

A1  B0  G1  A81  B0  PI  A0  1.00  840. 


TOTAL  TMU  4400. 


Type  D,  EM,  CT,  EX,  T,  W  <or  H  for  help>  ? 


6  SSO 


TSQ2RND , MOS 


File  Description  ?  FORM  SQUARE  TO  ROUND  (#3)  RADIUS 


OutPut  to  line-Printer  <Y  or  N>  ?  N 
39,  3) 

FIT  '  , wo4  SQ2RND  .M05 

FORM  SQUARE  TO  ROUND  (#3)  ON  20  GAUGE  SHEETMETAL  WITH  LEAFBRAKE 
AT  SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  DFG:  4  2B-FEB-83 

HULL  420 

*  DRAWING  501-062 

*  V2-62003 

*  V6-703 

*  20  GAUGE  GALV,  SHEETMETAL 

*  DIMENSIONS: 9  1/2 'X13  1/2  TO  12DIA  18 'L 
FITTER  BEGINS  AT  LEAFBRAKE 


1  POSITION  SHEETMETAL2  FROM  CART  AT  LEAFBRAKE  TO 
LEAFBRAKE  F  60 


A1 

B0 

G1 

A1  BO 

P6 

AO 

60  .  00 

5400. 

2 

POSITION  SHEETMETAL2  FROM  CART  AT  LEAFBRAKE 

TO 

LEAFBRAKE  F  60 

A1 

B0 

G1 

A1  B0 

P6 

AO 

60.00 

5400. 

3 

OPERATE  LEAFBRAKE-LEVER  AT  LEAFBRAKE 

PROCESS 

F  60 

A1 

BO 

G1 

MS  XI 6 

IO 

A0 

60,  00 

14400. 

4 

OPERATE  LEAFBRAKE-LEVER  AT  LEAFBRAKE 

PROCESS 

F  60 

A1 

B0 

G1 

M6  X16 

IO 

A0 

60,  00 

14400. 

5 

PLACE  SHEETMETAL2  FROM  LEAFBRAKE 

TO 

CART  AT 

LEAFBRAKE 

A1 

B0 

G1 

A1  PO 

P3 

A0 

1.00 

60. 

4 

MOUE  CART  FROM  LEAFBRAKE  TO 

ROLLER 

A1 

B0 

G1 

A32  B0 

PI 

A0 

1.00 

3  5  0 

7 

PLACE  HAMMER  FROM  WORKTABLE 

TO  CART 

AT  WORKTABLE 

A54 

B3 

G1 

A1  B0 

P3 

A0 

1.00 

6  2  0 

TOTAL  TMU  40630. 

Type  B »  EH »  CT » EX » T » W  <or  H  for  help>  ? 


4J5IO 


T  SQ2RND, M06 


File  Description  ?  FORM  SQUARE  TO  ROUND  DIAMETER 


Output  to  line-printer  <Y  or  N>  ?  N 


FORM  SQUARE  TO  ROUND  (#3)  .  WITH  ROLLER  (ROLL  FORMER)  AT  SHEETMETAL 

SHOP 

PER  SQUARE  TO  ROUND  (4=3)  OFGt  4  2S-FEB-83 

HULL  420 

*  DRAWING  501-062 

*  V2-62003 

*  V6-703 

*  20  GAUGE  GALV,  SHEETMETAL 

*  DIMENSIONS : 9  1/2X13  1/2 ' T012 ' DIA,  18L 
FITTER  BEGINS  AT  ROLLER 


1  POSITION  SHEETMETAL  FROM  CART  AT  ROLLER  TO  ROLL  FORMER 
AT  ROLLER 


A1  B0 

G1 

A1  B0 

P  6 

A0 

1.00 

90 

2 

FASTEN  (  KINK  ) 

SHEETMETAL2  TO  ROLLER  AT  ROLL 

FORMER  3 

STRIKES  USING 

HAMMER  AND  ASIDE  PF  2 

(  4  5  65 

7  ) 

A54  B3 

G1  ( A54  B0  PO 

F6 

)  A1  B0 

PI 

A0  (2) 

1.00 

1300 

3 

FASTEN  (  ROLLS 

)  NUT  TO  SHEETMETAL  AT  ROLLER 

5 

WRIST-STROKES 

USING  HAND  F  2 

A1  B0  G1  A1  BO  PI 

FI  6 

A0  B0 

PO 

A0 

2 .  oo 

400 

4 

OPERATE  ROLLER- 

-BUTTON  AT  ROLLER 

PROCESS  F  4 

A1  B0 

G1 

MS  X96 

10 

A3 

4 .  oo 

4160 

5 

PLACE  3HEETMET AL2  FROM  ROLLER  ( 

ROLL 

FORMER  ) 

TO 

CART- 

AT  ROLLER  WITH  8  STEPS 

A1  B0 

G1 

A16  B0 

P3 

A0 

1.00 

210 

6 

MOUE  CART  WITH 

SHEETMETAL2  FROM 

ROLLER  (  ROLL 

FORMER  ) 

TO  WORKTABLE 

A1  B0 

G1 

A54  B3 

PI 

A0 

1.00 

600 

TOTAL  TMU  7260  * 

Type  D j EH » CT ? EX » T > W  <or  H  for  help>  ? 


$4-7  7° 


T  SQ2RND.M07 


File  Description  ?  ASSEMBLE  SQUARE  TO  ROUND  (#3) 


Output  to  line-Printer  <Y  or  N>  ?  N 
39,  3) 

FIT  .  wo4  SQ2RND .  MO 7 

ASSEMBLE  SQUARE  TO  ROUND  (#3)  WITH  RIVET  GUN  AT  SHEETMETAL  SHOE 
PER  SQUARE  TO  ROUND  (#3)  DFG :  4  28-FEB-83 

HULL  420 

*  DRAWING  501-062 

*  V2-62003 

*  U6-703 

*  20  GAUGE  GALV,  SHEETMETAL 

*  DIMENSIONS : 91/2 ' XI 31/2 'TO  12'DIA.X18'L 
FITTER  BEGINS  AT  WORKTABLE 


1  GET+PLACE  SHEETMEETAL2  FROM  CART  at  workTable  4  steps  to 

WORKTABLE  WITH  4  STEPS 

A.  5  BO  G3  A6  BO  P3  AO 

2  INSPECT  SHEETMETAL  RADIUS  6  POINTS  USING  RADIUS 

TEMPLATE  AND  ASIDE 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO 

3  FASTEN  (  FORM  )  SHEETMETAL  AT  WORKTABLE  12  STRIKES 

USING  HAMMER  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  (A1  BO  PO  F24  )  A1  BO  PI  AO  (2) 

4  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  WORKTARLE 

A1  BO  G1  A1  BO  P  6  AO 

5  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  (A1  BO  P3  Cl  )A1  BO  PI  AO  (2) 

5  GET+POSITION  DRILLMOTOR  TO  SHEETMETAL  AT  WORKTABLE 

A1  BO  G3  A1  BO  P6  AO 

7  OPERATE  DRILLMOTOR  ON  SHEETMETAL  AT  WORKTABLE  AND  ASIDE 

PROCESS  F  4 

A1  BO  G1  MS  X6  10  AO 

8  GET+POSITION  RIVETGUN  TO  SHEETMETAL  AT  WORKTABLE 

A1  BO  G3  A1  BO  P6  AO 

9  OPERATE  RIVETGUN  ON  SHEETMETAL  AT  WORKTABLE  PROCESS  F  4 

A1  BO  G1  M6  X3  10  AO 

10  FITTER  MOUE  FLANGE  FROM  FLANGEAREA  TO  WORKTABLE 

A152B0  G1  A152B3  PI  AO 

11  GET+PLACE  SHEETMETAL  (  FLANGE  COLLAR  )  FROM  WORKTABLE 
TO  SHEETMETAL  (  TRANSFORMER  COLLAR  )  AT  WORKTABLE  WITH 

5  STEPS 

A1  BO  G3  A10  PO  P3  AO 

12  MARK  SHEETMETAL  (  FLANGE  COLLAR  )  AT  WORKTABLE  16 

DIGITS  USING  AWL  AND  ASIDE 

BO  G1  BO  PI  R54  A1  BO  PI  AO 

13  CUT  SHEETMETAL  (  FLANGE  COLLAR  )  AT  WORKTABLE  4  CUTS 

USING  SNIPS  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  PO  P3  C6  A1  BO  PI  AO 

14  GET+PLACE  SHEETMETAL  AND  FLANGE  FROM  WORKTAELE  TO  CART 

AT  WORKTABLE  WITH  8  STEPS 

A1  BO  G3  A16  BO  P3  AO 

15  MOUE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  WELDOUT  ( 

TABLE  ) 

A1  BO  G1  A54  B3  PI  AO 


1.00 

1.00 

1.00 

1.00 

1.00 

1.00 

4.00 

1.00 

4.00 

1.00 

1.00 

1.00 

1 .  oo 

1.00 

1.00 


180. 

100. 

540. 

90. 

140  . 

110. 

5.50, 

110. 

440. 

30901 

170. 

600. 

140 

230. 

600. 


TOTAL  THU 


7100, 


ype  D »  EM  >  CT » EX  >  T » U  <or  H  for  hels*>  ? 

6 /ft'70 


I  SU2KNU»n0ti 


File  Description  ?  TACK  WELD  COLLAR  TO  SQUARE  TO  Round  (#3) 


.-^Output  to  line-printer  <Y  or  N>  ?  N 


PIT  , W04  SQ2RND*  M08 

TACK  WELD  COLLAR  ON  SQUARE  TO  ROUND  (#3)  WITH  TACKWELDER  AT 
SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFG :  4  2  8 -FEB- 8  3 

HULL  420 

*  DRAWING  501-062 

*  V2-62003 

*  V6-703 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS : 9  1/2X13  1/2TO  12'DIAX18'L 

*  WELDING  OPERATIONS  IN  MWELD  PROGRAM 
FITTER  BEGINS  AT  WELDOUT 


1  MOUE  SHEETMETAL  FROM  CART  4  STEPS  AT  WELDOUT  TO 
WELDOUT  (TABLE  )  WITH  4  STEPS 

AS  BO  G1  AS  BO  PI  AO  1.00  140  . 


2  PLACE  SHEETMETAL2  (  COLLAR  )  FROM  WELDOUT  (  TABLE  )  TO 
SHEETMETAL  (  TRANSFORMER  AT  WELDOUT  (  TABLE  )  WITH  6 
STEPS 


A1 

BO 

G1 

A10  BO 

P3  AO 

1 . 00 

150 

3 

GRIP  SHEETMETAL2  AT  WELDOUT 

(  TABLE 

)  USING 

VISE-GRIPS 

AT  WELDOUT  AND  ASIDE  PF 

2 

(  4  5 

6  7 

) 

A1  BO  G1  (A1 

B0 

P3 

Cl 

)  A1  BO 

PI  AO  (2) 

1.00 

140 

4 

POSITION  TACKWELDER  FROM 

WELDOUT 

TO 

SHEETMETAL  AT 

WELDOUT 

F  10 

A1 

BO 

G1 

A1  BO 

P  6  AO 

10.00 

900 

5 

OPERATE 

10 

TACKWELDER  'ON  SHEETMETAL 

AT 

WELDOUT 

PROCESS  F 

A1 

BO 

G1 

M6  X3 

10  A0 

10.00 

1100 

6 

REPLACE 

SHEETMETAL  FROM 

WELDOUT 

(  TABLE  )  TO  CART  AT 

WELDOUT 

WITH  8  STEPS 

A1 

BO 

G1 

A16  B0 

P3  A0 

1.00 

210 

7 

MOVE  CART  WITH  SHEETMETAL  2 

FROM  WELDOUT  TO  WORKTABLE 

A1 

BO 

G1 

A54  B3 

PI  A0 

1.00 

600 

TOTAL  TMU  3240. 


Type  D, EM, CT, EX, T, W  <or  H  for  help> 


9 


65,110 


N 


Please  input  file  <SQ2RND .M09> .  ? 


le  Description  ?  WELD  SQUARE  TO  ROUND 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,101) 

WELD  .WOl  SQ2RND.M09 

WELD  SQUARE  TO  ROUND  WITH  TIG-WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  SQUARE  TO  ROUND  OFG :  4  20-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  3 

*  HULL  420 

*  DRAWING  501-062 

*  V2-62003 

*  V6-703 

*  20  GAUGE  GALV.  SHEETMETAL 

*  9  1/2. X13  1/3'  TO  12'  DIAMETER  X  18'L 

*  WELDING  DONE  IN  WELD  BOOTH  AREA 

*  WELDOR  PERFORMS  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CAR 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  2  2  0. 

2  FITTER  MOUE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  IO  A32  1.00  370. 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  ON  AT  WELDMACHINES 

A1  B0  G1  Ml  X0  IO  A1  1.00  40. 

4  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 
WRIST-TURN  USING  HAND 

A1  BO  G1  A1  BO  PI  F3  AO  BO  PO  AO  1.00  70. 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  IO  A1  1.00  60. 

8  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE 

A3  B3  G1  A1  BO  B0  P6  AO  1.00  140. 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS 

A1  BO  G1  Ml  X10  IO  AO  1.00  130. 

10  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  4 

A1  BO  G1  A1  EO  P  6  AO  6.00  540. 

11  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  6 

A1  BO  G1  Ml  XO  IO  A1  6.00  240. 

12  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  4 

A1  BO  G1  A1  B6  P  6  AO 


6.00 


900. 


13 


14 

15 


16 


17 


OPERATE  WELD  STINGER-BUTTON1  PROCESS  F  12 


A1  BO  G1  M6  X81  10  AO 

PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F 

4 

12.00 

10680 

A1  BO  G1  Ml  XO  10  A1 
WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 
ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE 

12  (  4  5  6  7  ) 

PF 

6.00 

240 

A1  BO  G1  ( A1  BO  PI  CIO  )  A1  BO  PI  AO 
REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART 
WELDTABLE  WITH  4  STEPS  F  2 

(12 

AT 

)  1000 

1480 

A1  BO  G1  A6  BO  P3  AO 
FITTER  MOVE  CART  FROM  WELDTABLE  TO  WORKTABLE 

2.00 

220 

A1  BO  G1  A131B0  PI  AO 

1.00 

1340 

TOTAL 

TMU 

18260 

File  Description  ?  WELD  SQUARE  TO  ROUND 

Output  to  line-printer  <Y  or  N>  ?  -C 


T  SQIRND/M09 


File  Description  ?  RIVET  SQUARE  TO  ROUND  (#3) 


_ Output  to  line-printer  <Y  or  N>  ?  N 

O 

3?»  3  3 

FIT  .  wo4  SQ2RND,  M09 

RIVET  SQUARE  TO  ROUND  (#3)  WITH  RIVET  GUN  AT  SHEETMETAL  SHOP 
PER  SQUARE  TO  ROUND  (#3)  OFG :  4  2 8 -FEB- 8 3 

HULL  420 

*  DRAWING  501-062 

*  V2-62003 

*  V6-703 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS: 9  1/2X13  1/2TO  12'DIAX18"L 

*  WELDING  OPERATIONS  IN  MWELD 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH. 8  STEPS 

A1  BO  G1  A16  BO  P3  AO 

2  MARK  RIVET  HOLES  ON  SHEETMETAL  AT  WORKTABLE  FROM 

RIVET-HOLE-GUIDE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE 
AND  ASIDE  PF  16  (4547) 


1.00 


210  ♦ 


A1  BO  G1 

(A1  BO  PI  R3 

)A1  BO 

PI 

A0 

(16) 

1.00 

840 

3 

POSITION 

DRILLMOTOR 

TO  SHEETMETAL  AT 

WORKTABLE  F 

16 

A1  BO  G1 

A1  BO 

P  6 

A0 

16,  00 

1440 

4 

OPERATE 

16 

DRILLMOTOR  ON  SHEETMETAL  AT 

WORKTABLE  PROCESS  F 

A1  BO  G1 

M6  X6 

10 

A0 

16.00 

2240 

5 

POSITION 

RIVETGUN  TO 

SHEETMETAL  AT  WORKTABLE 

F  16 

A1  BO  G1 

A1  BO 

P  6 

A0 

16.00 

1440 

4 

OPERATE 

-1 

RIUETGUN  ON 

r 

SHEETMETAL  AT  WORKTABLE 

PROCESS 

F 

1 

b 

A1  BO  G1 

M6  X3 

10 

A0 

16.00 

1740 

7 

POSITION 

CAULKINGGUN 

TO  SHEETMETAL  AT  WORKTABLE 

F  2 

A1  BO  G1 

A1  BO 

P  6 

A0 

2.00 

180 

3  GRIP  SEALANT  TO  SHEETMETAL  DIFFICULT  USING  CAULKINGGUN 
AND  ASIDE  PF  25  (45467  ) 

A1  B0  G1  ( A1  B0  P10  Cl  )  A1  B0  PI  A0  (25)  1.00  3040. 

9  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO  1.00  100, 


TOTAL  TMU  11250. 


Type  D »  EM »  CT » EX » T  f  U  ’(or  H  for  help>  ? 


76?*° 


/fX/2  "/o  /3"j?/4-  S&vAXf  A.&a*//? 


-  Fa  & _ 3  rrso _ p/.m^ 

.  A/AAL/C.  ooF _ 20/60 _ /<?.  si/sj 

^U/trxn  362^0  33  F/ss 

.-  ~T 0  -/A- iL  v  _ 9  3  S' 6  O  jT"  Xtf<S 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  SQUARE  TO  ROUND 

utput  to  line-printer  <Y  or  N>  ?  N 
(  3?f  1) 

FIT  •  Wll  SQ2RND.M50 

MARK  OUT  SHEETMETAL  FOR  SQUARE  TO  ROUND  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  SQUARE  TO  ROUND  OFG :  4  25-MAY-83 

NASSCO  SHEETMETAL  SHAPE  3 

*  11  GAUGE  GALV.  SHEETMETAL 

*  14  '  X12 ' X13 '  DIAMETER  SQUARE  TO  ROUND 

*  MARk  OUT  WITH  TEMPLATE 

*  MARK  OUT  COLLAR  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATES  AT 

WORKTABLE  WITH  3  STEPS  F  4 

A1  BO  G1  A6  BO  P6  AO 

3  MARK  OUTLINE  ON  SHEETMETAL  FROM  TEMPLATE  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00  1120. 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  34 

A1  BO  G1  A3  BO  P6  AO  34.00  3740. 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF3414567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (34)  1.00  1400. 

6  REPLACE  WEIGHTS  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  4 

A1  BO  G1  A6  BO  P3  AO  4.00  440. 

7  REPLACE  TEMPLATES  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00  1120. 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  98  (4567) 

A1  BO  G1  ( A1  B0  PI  R3  )  A1  BO  PI  AO  (  98)  1.00  4940, 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52)  1.00  2640. 

11  MEASURE  DIMENSIONS  ON  SHEETMETAL  [FOR  COLLAR]  AT 

WORKTABLE  USING  STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  2 
(4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (2)  1.00  720. 

(  12  HARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

^  USING  AWL  AT  WORKTABLE"  AW  A'STEET  EF"  T  ('  4*  5"  6'  T  )' 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (2)  1.00 

13  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 


2.0  0  280. 

4.00  560. 


14  0. 


WORKTABLE  F  2 


2.00 


180. 


S' <3  <2  M  S~0 

A1  BO  G1  A1  BO  P6  AO 

14  MARK  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS  USING 

AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (2)  1.00 

15  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  PI  R16  A1  BO  PI  AO  1.00 


16  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  6  (4567) 


A1  BO  G1  ( A1  BO 

PI 

R3  )  A1 

BO 

PI 

AO 

(6) 

1.00 

17 

MARK 

IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1 

DIGIT 

USING  BLACKPEN  AT  WORKTABLE 

AND 

ASIDE  PF 

12 

(  4 

5  6 

7) 

A1  BO  G1  ( A1  BO 

PI 

R3  )  A1 

BO 

PI 

AO 

(12) 

1.00 

18 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO  CART 

AT 

WORKTABLE 

WITH 

4  STEPS  F  2 

A1 

BO 

G1  A6 

BO 

P3 

AO 

2.00 

19 

MOVE 

CART  FROM  WORKTABLE  TO 

14FT 

. SHEAR 

A1 

EO 

G1  A81 

B0 

PI 

AO 

1.00 

TOTAL  TMU 


400. 

220. 

340. 

640. 

220. 

840. 

20160. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  w  Cor  H  for  help> 


? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  SQUARE  ID  ROUND 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  SQ2RND,  M51 

SHEAR  SHEETMETAL  FOR  SQUARE  TO  ROUND  WITH  14FT,  SHEAR  AT 
SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFG:  4  25-MAY-83 

NASSCO  SHEETMETAL  SHAPE  3 

*  11  GAUGE  GALV.  SHEETMETAL 

*  14  '  X12 ' X13 '  DIAMETER  SQUARE  TO  ROOUND 

*  SHEAR  1  1/2'  STRIP  FOR  COLLAR 
FITTER  BEGINS  AT  14FT. SHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  14FT. SHEAR  TO 
14FT. SHEAR  WITH  4  STEPS  F  2 


\ — 1 
0 

o 

PQ 

i - 1 

A6 

BO 

P  6 

A0 

2.00 

2 

PUSH  14FT . SHEAR-FOOTPEDAL 

PROCESS  F 

2 

A1  BO  G1 

Ml 

X3 

IO 

A0 

2  .  oo 

3 

POSITION  SHEETMETAL  FROM 

14FT. SHEAR 

TO 

14FT 

.SHEAR  WITH 

2  STEPS  F  13 

A1  BO  G1 

A3 

BO 

P  6 

A0 

13.00 

4 

PUSH  14FT, SHEAR-FOOTPEDAL, 

.  PROCESS  F 

16 

A1  BO  G1 

Ml 

X3 

IO 

A0 

16.00 

5 

REPLACE  SHEETMETAL  FROM 

14FT. SHEAR 

TO  CART 

AT 

14FT. SHEAR  WITH  4  STEPS 

A1  BO  G1 

A6 

BO 

P3 

A0 

1.00 

6 

MOVE  CART  FROM  14FT. SHEAR  TO  WORKTABLE 

A1  BO  G1 

A81 

B3 

PI 

A0 

1.00 

TOTAL  TMU 


280. 

120. 

1430, 

960. 

110. 

870. 

3770. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  CUT  RADIUS  FOR  SQUARE  TO  ROUND 

^Output  to  line-printer  <Y  or  N>  ?  N 

•  v 

(  39,  1) 

FIT  .Wll  SQ2RND.M52 

CUT  RADIUS  FOR  SQUARE  TO  ROUND  WITH  SABER-SAW  AT  SHEETMETAL  SHOP 
PER  SQUARE  TO  ROUND  OFG:  4  2  5 -MAY- 8  3 

NASSCO  SHEETMETAL  SHAPE  3 

*  11  GAUGE  GALV.  SHEETMETAL 

*  14 ' X12 ' X13 '  DIAMETER  SQUARE  TO  ROUND 

*  CUT  RADIUS  AND  CORNERS  WITH  UNI-SHEAR 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  &ART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  HO  P3  AO  2.00  220. 

2  MOUE  SABER-SAW2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

3  OPERATE  SABER-SAW  AT  WORKTABLE  PROCESS  F  4 

A1  B0  G1  M6  X67  10  A0  4.00  3000. 

4  REPLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  B0  G1  A6  B0  P3  A0  1.00  110. 

5  MOVE  CART  FROM  WORKTABLE  TO  1 4FTHYDROPRESSBRAKE 

A1  HO  G1  A96  B0  PI  A0  1.00  990. 


TOTAL  TMU  62  90. 


Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ? 


/  0  ,  0  6  U 


File  Description  ?  BEND  RADIUS  FOR  SQUARE  TO  ROUND 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  SQ2RND.M53 

BEND  RADIUS  FOR  SQUARE  TO  ROUND  WITH  14FT.  HYDRO-PRESS-BRAKE  AT 
SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFG:  4  25-MAY-83 

NASSCO  SHEETMETAL  SHAPE  3 

*  11  GAUGE  GALV.  SHEETMETAL 

*  14 ' X12 ' X13 '  DIAMETER  SQUARE  TO  ROUND 

*  BEND  RADIUS  FOR  SQUARE  TO  ROUND 
FITTER  BEGINS  AT  1 4FTHYDROPRESSBRAKE 

1  POSITION  SHEETMETAL  FROM  CART  AT  1 4FTHYDROPRESSBRAKE 

TO  14FTHYDROPRESSBRAKE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00  280. 

2  PUSH  14FTHYDROPESSBRAKE-FOOTPEDAL  PROCESS 

A1  BO  G1  Ml  X24  10  AO  1.00  270. 

3  POSITION  SHEETMETAL2  FROM  14FTHYDROPRESSBRAKE  TO 

14FTHYDROPRESSBRAKE  WITH  3  STEPS  F  31 

A1  B0  G1  A6  B0  P6  A0  31.00  4340. 

4  PUSH  14FTHYDROPESSBRAKE-FOOTPEDAL  PROCESS  F  31 

A1  B0  G1  Ml  X24  10  A0  31.00  8370. 

5  REPLACE  SHEETMETAL  FROM  1 4FTHYDROPRESSBRAKE  TO  CART  AT 

14FTHYDROPRESSBRAKE  WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00  220. 

6  MOVE  CART  FROM  1 4FTHYDROPRESSBRAKE  TO  ROLLER 

A1  B0  G1  A54  B0  PI  A0  1.00  570. 


TOTAL  TMU  14050. 


/ /o 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  FORM  COLLAR  FOR  SQUARE  TO  ROUND 

^putput  to  line-p'r inter  <Y  or  N>  ?  N 

(  39,  1) 

FIT  •  Wll  SQ2RND.M54 

FORM  COLLAR  FOR  SQUARE  TO  ROUND  WITH  ROLLER  (ROLL  FORMER)  AT 
SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFG :  4  2 5 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  3 

*  11  GAUGE  GALV.  SHEETMETAL 

*  14 ' X12 ' X13 '  DIAMETER  SQUARE  TO  ROUND 

*  ROLL  UP  13 'DIAMETER  COLLAR  FOR — 

*  —SQUARE  TO  ROUND 

*  CHECK  DIAMETER  WITH  RADIUS  ON  SQUARE — 

*  —TO  ROOUND 

*  COMPLETE  IN  WELD  BOOTH  AREA 

*  SEE  MWELD  .  .  ..SEE  SQ2RND.M55 
FITTER  BEGINS  AT  ROLLER 


1  POSITION  SHEETMETAL2  FROM  CART  AT  ROLLER  TO  ROLLER  WITH 
4  STEPS 


A1 

BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140 

2 

FASTEN  NUT  [ROLLS] 

TO  SHEETMETAL2 

AT 

WORKTABLE  3 

WRIST-TURNS  USING 

HAND  F  4 

A1  BO  G1 

A54  B3 

PI 

F  6 

AO 

BO 

PO 

AO 

4.00 

2640 

3 

PUSH  ROLLER-BUTTON 

PROCESS  F 

4 

A54 

BO 

G1 

Ml 

X96 

10 

AO 

4.00 

6080 

4 

Position  SHEETMETAL2  [COLLAR 

FRom  WOrkTABle 

TO 

SHEETMETAL  [SQUARE 

TO  round; 

]  AT 

WORKTABLE 

WITH 

■p 

STEPS  F  2 

A54 

B3 

G1 

A3 

BO 

P  6 

AO 

2.00 

1340 

5 

REPLACE  SHEETMETAL2 

FROM  ROLLER  TO  CART 

AT  ROLLER  WITH 

4  STEPS 

A54 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

640 

6 

MOUE  CART  FROM  ROLLER  TO  WORKTABLE 

A1 

BO 

G1 

A54 

B3 

PI 

AO 

1.00 

600 

TOTAL  TMU  11440 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help>  ? 


/jr,  rro 


Please  input  file  <SQ2RND.M55>  ? 


'le  Description  ?  WELD  SQUARE  TO  ROUND 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,101) 

WELD  •  W01  SR2RND.M55 

WELD  SQUARE  TO  ROUND  WITH  ARC  (STICK)  WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  SQUARE  TO.  ROUND  OFG :  4  21-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  3 

*  11  GAUGE  GALV.  SHEETMETAL 

*  14X12X13 'DIAMETER  SQUARE  TO  ROUND  X20'L 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  FITTER  MOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  FI  AO  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00  220  . 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  Al- 

WELDMAC HINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32  1.00  370. 

5  WELDOR  TURN  CURRENT  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  B0  G1  M3  X0  10  A1  1.00  60. 

6  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  2 

A3  B3  G1  A1  B0  F6  A0  2.00  28o. 

7  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  2 

A1  B0  G1  Ml  X10  10  A0  2.00  260. 

8  WELDOR  FASTEN  WELDROD  TO  STINGER  AT  WELDTABLE  1 

WRIST-TURN  USING  HAND  F  17 

A1  B0  G1  A1  B0  PI  F3  A0  B0  P0  A0  17.00  1190. 

9  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  17 

A1  B0  G1  Ml  X0  10  A1  17.00  680. 

10  WELDOR  POSITION  STINGER-BUTTON1  FROM  WELDTABLE  TO 

SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  17 

A1  B0  G1  A1  B0  F  6  A0  17.00  1530. 

11  OPERATE  WELD  STINGER-BUTTON2  AT  WELDTABLE  PTIME  65  S  F 

13 

A1  B0  G1  M6  X173I0  A0  13.00  23530. 

12  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR 

A1  B0  G1  Ml  X0  10  A1  1.00  40. 

13  WELDOR  LOOSEN  SLAG  FROM  SHEETMETAL  ASSEMBLY  AT 
WELDTABLE  6  STRIKES  USING  SLAGHAMMER  AT  WELDTABLE  AND 
ASIDE  PF  13  (4567) 

A1  B0  G1  ( A1  B0  P0  LI 6  )  A1  B0  PI  A0  (13)  1.00  2230. 

14  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 

ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 


2  6(4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  CIO  )  A1  BO  PI  AO  (26)  1.00 

15  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 
WELDTABLE  WITH  4  STEPS  F  2 


A1  BO 

G1  A6  BO 

P3 

AO 

2.00 

FITTER  MOVE  CART  FROM  WELDTABLE 

TO  WORKTABLE 

A1  B0 

G1  A131BO 

PI 

AO 

1.00 

TOTAL 

TMU 

3160 

220 

1340 

36720 


File  Description  ?  WELD  SQUARE  TO  ROUND 
Output  to  line-printer  <Y  or  N>  ? 


£  x/rfr. 


Please  inPut  file  <  R  0  2  R  0  .  M  0  1  >  ? 


File  Description  ?  MAKE  READY  SHEETMETAL  FOR  MARK  OUT  (R02RO) 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  . wo4  R02R0  &£Sf 

MOVE  SHEETMETAL  FOR  MARK  OUT  (ROUND  TO  ROUND)  WITH  CART  AT 
SHEETMETAL  SHOP 

PER  1  4X8  SHEET  (1  ROUND  TO  ROUND)  OFG:  4  03-MAR-83 

HULL  420 

*  DRAWING  501-062 

*  V  2  -  6  2  0  0  3 

*  V6  -588 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:15  3/4'DIA  TO  12'DIAX22'L 

*  ONE  4X8  SHEET  FOR  ONE  ROUND  TO  ROUND 
FITTER  BEGINS  AT  WORKTABLE 


1  MOVE  TEMPLATE  AND  SKETCH  FROM  TEMPLATE  RACK  TO 
WORKTABLE  WITH  40  STEPS 


A1 

B0 

G1 

A67  B0 

PI 

A0 

1.00 

700 

2 

MOVE  SKETCH  TO  FITTER  FROM  WORKTABLE 

AND  ASIDE 

A1 

B0 

G1 

A1  B0 

FI 

A0 

1.00 

40 

3 

READ  SKETCH  AT  WORKTABLE  59  WORDS 

A0  B0  GO  A0  B0 

P0 

T32 

A0  B0 

P  0 

A  0 

1.00 

320 

4 

MOVE  CART  FROM  WORKTABLE  TO 

SHEETMETAL-STDRAGE 

A1 

B0 

G1 

A  1  5  2  B  0 

P  1 

A0 

1.00 

1950 

5 

PLACE  GAUGED-SHEETMETAL  WITH 

6  STEPS 

FROM 

SHEETMETAL-STORAGE  TO  CART 

AT  SHEETMETAL-STORAGE  F  2 

A10 

B0 

G1 

A1  B0 

P3 

A0 

2.00 

300 

6 

MOVE  CART  WITH  GAUGED-SHEETMETAL 

FROM 

SHEETMETAL-STORAGE  TO  WORKTABLE 

A1 

B0 

G1 

A152B3 

PI 

A0 

1.00 

1580 

7 

PLACE  20  GAUGED-SHEETMETAL  FROM 

CART 

AT  WORKTABLE  TO 

WORKTABLE  WITH  8  STEPS 

A1 

BO 

G1 

A16  B0 

P3 

A0 

1.00 

2  10 

TOTAL  TMU  4700 


Type  D,EM,CT,EW,EX,L,LD,LS,M,T,W  <or  H  for  h  e  I  p  >  ? 


Type  D,EM,CT,EW,EX,L,LD,LS,M,T,W  (or  H  for  h  e  I  p  >  ?  T 


Please  input  file  (R02RO.M02  >  ? 


File  Description  ?  MARK  OUT  ROUND  TO  ROUND. 

Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  . wo4  R02R0 

MARK  OUT  SHEETMETAL  FOR  ROUND  TO  ROUND  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  ROUND  TO  ROUND  OFG:  4  0  3  -MAR-83 

HULL  420 

*  DRAWING  501-062 

*  V  2  -  6  2  0  0  3 

*  V  6  -  5  8  8 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:15  3/4'DIA  TO  A  12'DiAX22'L 

*  1  TEMPLATE  &  1  PIECE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS 

A1  BO  G1  A3  BO  P6  AO 

2  PLACE  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  ON  WORKTABLE 

WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P3  AO 

3  MARK  OUTLINE  ON  METAL  FROM  TEMPLATE  16  DIGITS  USING  AWL 

AND  ASIDE  PF  4  (  4  5  6  7  ) 

A1  BO  G1  (A1  BO  PI  R54  )A1  BO  PI  AO  (4) 

4  REPLACE  WEIGHTS  FROM  TEMPLATE  ON  WORKTABLE  TO  WORKTABLE 

WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P3  AO 

5  REMOVE  TEMPLATE  FROM  SHEETMETAL  ON  WORKTABLE  TO 

WORKTABLE 

A1  BO  G1  A1  BO  FI  AO 

6  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  16  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PI  20  (  7  ) 

A1  B0  G1  A1  B0  PI  (R54  )A1  B0  PI  A0  (2  0) 

7  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AND  HOLD  PF  23  (  7  ) 

A1  B0  G1  A1  B0  PI  (R3  A0  B0  P0  A0  (2  3) 

8  FITTER  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE 

16  DIGITS  USING  BLACKPEN  AND  ASIDE  PF  2  (  7  ) 

A1  B0  G1  A1  B0  PI  (R54  )A1  B0  PI  A0  (2) 


TOTAL  TMU  15480. 


1.00 

110. 

2.00 

16  0 

1.00 

2  2  80. 

2.00 

16  0 

1.00 

4  0  . 

1.00 

10860. 

1.00 

7  3  0. 

1.00 

1140. 

Type  D,EM,CT,EW,EX,L,LD,LS,M,T,W  <or  H  for  h  e  I  p  >  ? 


File  Description  ?  SHEAR  ROUND  TO  ROUND  (8  FT,  SHEAR) 

.^Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  .  wo4  R02R0  -JSSP" 

SHEAR  SHEETMETAL  FOR  ROUND  TO  ROUND  (TRANSITION)  WITH 
SMALL  SHEAR  (8  FT,  SHEAR)  AT  SHEETMETAL  SHOP 

PER  ROUND  TO  ROUND  OFG:  4  OI-MAR-83 

HULL  420 

*  DRAWING  501-062 

*  V  2  -  6  2  0  0  3 

*  V  6  -  5  8  8 

*  20  GAUGE  GALV,  SHEETMETAL 

*  DIMENSIONS:  i5  3/4‘DIA  TO  A  12'DIAX22'L 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTAPLE 
WITH  3  STEPS 


A1 

BO 

G1 

A  1 6  BO 

P3 

A0 

i  .  OO 

210 

2 

MOVE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO 

SMALLSHEAR 

A1 

BO 

G1 

A67  BO 

PI 

A0 

1,00 

700 

3 

POSITION  4X8  SHEETMETAL  FROM 

CART  AT 

SMALLSHEAR 

TO 

SMALLSHEAR  WITH  3  STEPS  F  2 

A1 

BO 

G1 

A6  BO 

P6 

A0 

2.00 

280 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

CUTTING 

SHEETMETAL 

PROCESS 

A1 

BO 

G1 

Ml  X6 

10 

A0 

1.00 

9  0 

5 

POSITION  SHEETMETAL3  FROM  SMALLSHEAR 

TO  SMALLSHEAR 

WITH  3  STEPS  F  6 

A1 

BO 

G1 

A6  BO 

P6 

A0 

6,00 

840 

6 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

FOR 

CUTTING  SHEETMETAL 

PROCESS  F  8 

A1 

BO 

G1 

Ml  X6 

10 

A0 

3,00 

720 

7 

PLACE  SHEETMETAL  FROM  SMALLSHEAR 

TO 

CART  AT  . 

SMALLSHEAR 

WITH  16  STEPS  PBEND 

A1 

BO 

G1 

A32  B3 

P3 

A0 

1 , 00 

400 

8 

MOVE  CART  WITH  SHEETMETAL  FROM  SMALLSHEAR  TO 

WORKTABLE 

A1 

BO 

G1 

A67  B3 

PI 

A0 

O 

o 

730 

TOTAL  TMU 

3  9  7  0 

Type  D,EM,CT,EW,EX,L,LD,LS,M,T,W  <or  H  for  h  e  I  p  >  ? 


File  Description  ?  SHEAR  ROUND  TO  ROUND  WITH  UNI-SHEAR 

Output  to  line-printer  <Y  or  N>.  ?  N 

(  39,  3)  _ 

FIT  . wo4  R02R0 

SHEAR  SHEETMETAL  FOR  ROUND  TO  ROUND  WITH  UNI-SHEAR  AT  SHEETMETAL 

SHUP 

PER  ROUND  TO  ROUND  OFG:  4  0  2  -  M  A  R  -  8  3 

HULL  420 

*  DRAWING  501-062 

*  V  2  -  6  2  0  0  3 

*  V  6  -  5  8  8 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:15  3/4'TO  12'DIAX22'L 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  6  STEPS 

A1  BO  G1  A10  BO  P3  AO  1.0  0  150. 

2  OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  PF  7  (  5  ) 

A1  B0  G1  M6  ( X 1 7  3 )  I  0  A  0  (7)  1.00  12190. 

3  PLACE  (  ASIDE  )  UNISHEAR  FROM  WORKTABLE  TO  WORKTABLE 

A1  B0  G1  A1  B0  P3  A0  1.0  0  6  0. 

4  MEASURE  SHEETMETAL  (  FLANGE&TRANS,  COLLARS  )  LENGTH  AT 

WORKTABLE  USING  STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  2 
(  4  5  6  7  ) 

A1  B0  G1  (A1  B0  PI  M32  )A1  B0  PI  A0  (  2  )  1.0  0  7  2  0. 

5  MARK  LENGTH  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

AWL  AND  ASIDE  PF  2(1234567) 

(A1  B0  G1  A1  B0  PI  R3  )A1  BO  PI  A0  (  2  )  1.0  0  16  0. 

6  CUT  SHEETMETAL  AT  WORKTABLE  1  CUT  USING  SNIPS  AT 

WORKTABLE  AND  ASIDE  PF  2(1234567) 

(A1  B0  G1  A1  B0  P3  Cl  )A1  B0  PI  A0  (2  )  1.0  0  16  0. 


TOTAL  TMU  13440. 


Type  D,EM,CT,Ew,EX,L,LD,LS,M,T,W  <or  H  for  h  e  I  p  >  ? 


P)  4  1  0 


File  Description  ?  FORM  ROUND  TO  ROUND  WITH  ROLLER  (ROLL  FORMER) 
lutsfut  to  line-printer  <Y  or  N>  ?  N 


(  39,  3)  _ 

FIT  . wo4  RQ2R0 

FORM  SHEETMETAL  FOR  ROUND  TO  ROUND  WITH  ROLLER  (ROLL  FORMER)  AT 
SHEETMETAL  SHOP 

PER  ROUND  TO  ROUND  OFG:  4  02-MAR-83 

HULL  420 

*  DRAWING  501-062 

*  V  2  -  6  2  0  0  3 

*  V  6  -  5  8  8 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:15  3/4' DIA  TO  12'DIAX22"L 

*  ROLLER  IS  ALSO  ROLL  FORMER 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  ,  HAMMER  ,  CLAMP  ,  FROM  WORKTABLE  TO 
CART  AT  WORKTABLE  WITH  4  STEPS 


A1  B0 

G1  A6 

B0 

P3 

A0 

1.00 

2 

MOVE  CART  WITH  SHEETMETAL  ,  HAMMER  ,  CLAMP  FROM 

WORKTABLE  TO  ROLLER 

A1  B0 

G1  A  54 

B0 

FI 

A0 

1.00 

3 

PLACE  SHEETMETAL  FROM  CART  AT  ROLLER  TO 

ROLLER 

WITH  3 

STEPS 

A1  B0 

G1  A6 

B0 

P3 

A0 

1.00 

4 

FASTEN-SHEETMETAL2  (  KINK  END  ) 

TO  ROLLER  13 

STRIKES 

USING  HAMMER  AND  ASIDE  PF  2  (  4 

5  6  7  ) 

A1  B0  G1  (A1  B0  P0 

F32  )A1 

B0 

PI 

A0 

(2) 

1.00 

5 

PLACE  SHEETMETAL2  FROM  ROLLER  TO  ROLLER 

,A1  B0 

G1  A1 

B0 

P3 

A0 

1.00 

6 

FASTEN  (  ROLLS  )  NUT  TO  SHEETMETAL  AT  ROLLER  5 

WRIST-STROKES  USING  HAND  F  4 

A1  B0  G1  A1  B0  PI 

F  1  6  A0 

B0 

P0 

A0 

4.0  0 

7 

OPERATE  ROLLER-BUTTON  AT  ROLLER 

PROCESS 

F  4 

A1  B0 

G1  M6 

X96 

10 

A0 

4.0  0 

8  REPLACE  SHEETMETAL  FROM  ROLLER 

TO  CART  AT  ROLLER  WITH 

3  STEPS 

A1  B0 

G1  A6 

B0 

P3 

A0 

1.00 

9 

PLACE  SHEETMETAL  (  COLLAR  )  FROM  CART  AT  ROLLER 

TO 

ROLLES  WITH  3  STEPS 

A1  B0 

G1  A6 

B0 

P3 

A0 

1.00 

10 

FASTEN  SHEETMETAL  (  KINK  END  ) 

TO  ROLLER  4 

STRIKES 

USING  HAMMER  AND  ASIDE  PF  (  4 

5  6  7  ) 

A1  B0  G1  (A  1  B0  P0 

F10  )A1 

B0 

PI 

A0 

(2) 

1.00 

11 

PLACE  SHEETMETAL  FROM  ROLLER  TO  ROLLER 

F  2 

A1  B0 

G1  A1 

B0 

P3 

A0 

2.00 

12 

FASTEN  (  ROLLS  )  NUT  TO  SHEETMETAL  AT 

ROLLER 

5 

WRIST-STROKES  USING  HAND  F  2 

A1  B0  G1  A1  B0  PI 

FI6  A0 

B0 

P0 

A0 

2.00 

13 

OPERATE-ROLLER-BUTTON  AT  ROLLER 

PROCESS 

F  8 

A1  B0 

G1  M6 

X96 

10 

A0 

3.00 

14  REPLACE  SHEETMETAL  (  COLLARS  )  AND  HAMMER  FROM  ROLLER 
TO  CART  AT  ROLLER  WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00 


15  MOVE  CART  FROM  ROLLER  TO  WELDOUT 


110 

570 

110 

700 

6  0 

800 

4160 

110 

110 

260 

120 

400 
8  3  2  0 

110 


A1  BO  G1  A  6  7  B  3  PI  AO 

TOTAL  TMU 


Type  D,EM,CT,EW,EX,LS,LD,LS,M,T,W  <or  H  for  h  e  I  p  >  ? 


.00  730. 

16670. 

34  °8° 


File  Description  ?  TACK  WELD  ROUND  TO  ROUND 
Output  to  line-printer  <Y  or  N>  ?  N 


FIT  .  Wo4  R02R0  .M06 

TACKweldSHEETMETAL  FOR  ROUND  TO  ROUND  WITH  TACK  WELDER  AT 
SHEETMETAL  SHOP 

PER  ROUND  TO  ROUND  OFG:  4  02-MAR-33 

HULL  420 

*  DRAWING  501-062 

*  V  2  -  6  2  0  0  3 

*  V  6  -  5  8  8 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:15m3/4'DIA  TO  12'DIAX22'L 

*  ADDITIONAL  WELDING  SEE  MWELD 
FITTER  BEGINS  AT  WELDOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  WELDOUT  TO  WELDOUT  TABLE 

WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.0  0 

2  MOVE  FLANGE  FROM  FLANGEAREA  TO  WELDOUT 

A152BOG1  A152B3P1  A0  1.00 

3  MOVE  VISEGRIPS  FROM  WORKTABLE  TO  WELDOUT 

A  5  4  B  3  G1  A54  B3  PI  A0  1.00 

4  GRIP  SHEETMETAL  AT  WELDOUT  USING  VISEGRIPS  AT  WELDOUT 

HAD  ASIDE 

A1  B0  G1  A1  B0  P3  Cl  A1  P0  PI  A0  1.0  0 

5  POSITION  TACKWELDER  FROM  WELDOUT  TO  SHEETMETAL2  AT 

WELDOUT  F  5 

A1  B0  G1  A1  B0  P6  A0  5.00 

6  OPERATE  TACKWELDER  ON  SHEETMETAL  AT  WELDOUT  PROCESS  F 

5 

A1  B0  G1  M6  X3  10  A0  5.00 

7  PLACE  SHEETMETAL  (  COLLAR  )  FROM  WELDOUT  (  TABLE  )  TO 

SHEETMETAL2  (  ROUND  TO  ROUND  )  AT  WELDOUT 

A1  B0  G1  A1  B0  P3  A0  1.00 

8  OPERATE  TACKWELDER  ON  SHEETMETAL2  AT  WELDOUT  PROCESS  F 

8 

A1  B0  G1  M6  X3  10  A0  SI  00 

9  POSITION  SHEETMETAL  (  FLANGE  COLLAR  )  FROM  WELDOUT  ( 

TABLE  )  TO  FLANGE  AT  WELDOUT 

A1  B0  G1  A1  B0  P6  A0  1.00 

10  POSITION  TACKWELDER  FROM  WELDOUT  TO  SHEETMETAL2  AT 

WELDOUT 

A1  B0  G1  A1  B0  P6  A0  1.00 

11  OPERATE  TACKWELDER  ON  SHEETMETAL2AT  WELDOUT  PROCESS  F 

8 

A1  B0  G1  M6  X3  10  A0  3.00 

12  REPLACE  SHEETMETAL  ,  VISEGRIPS  FROM  WELDOUT  TO  CART  AT 

WELDOUT 

A1  B0  G1  A1  B0  P3  A0  1.0  0 

13  MOVE  CART  [VISEGRIPS  AND  HAMMER]  FROM  WELDOUT  TO 

WORKTABLE 

A1  B0  G1  A54  B3  PI  A0  1.00 

14  PLACE  CART  [VISEGRIPS  AND  HAMMEER]  FROM  CART  AT 

WORKTABLE  TO  WORKTABLE 


110. 
3  0  9  0. 
1160. 

9  0  . 

450  . 

550  . 

6  0  . 

8  8  0. 

9  0  . 

9  0  . 

8  8  0. 

60. 

6  0  0. 


Me  a /to  'Mo <a 

A1  BO  61  A1  BO  P3  AO  1,00 


TOTAL  TMU 


Tape  D »  Eji » CT » EU  »'EX » L  r  LD  i  LS » M » T  t  W  <o  r  H  for  help> 


•? 


60,* 

3170* 

<2 


File  Description  ?  WELD  ROUND  TO  ROUND 


f^putput  to  line-printer  <Y  or  N>  ?  N 


(  39,  3) 

WELD  '  %  W01  R02RO  .MO 7 

WELD  ROUND  TO  ROUND  WITH  TIG-WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  ROUND  TO  ROUND  OFG:  4  21-JUL-83 

WELDING. NASSCO  SHEETMETAL  SHAPE  4 

*  HULL  420 

*  DRAWING  501-062 

*  V2-62003 

*  V6-588 

*  20  GAUGE  GALV.  SHEETMETAL 

*  15  3/4  DIAMETER  TO  12'  DIAMETER  X  22 'LG 

*  WELDOR  PERFORMS  WORK 

*  FITTER  TRANSPORT  SHEETMETAL  ASSEMBLY 
FITTER  BEGINS  AT  WORKTABLE 


1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  FITTER  MOUE  CART  FROM-WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32  1.00  370. 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  ON  AT  WELDMACHINES 

A1  BO  G1  Ml  XO  10  A1  1.00  40. 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 

WRIST-TURN  USING  HAND 

AL  B0  G1  A1  B0  PI  F3  A0  B0  P0  A0  1.00  70. 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  10  A1  1.00  60. 

3  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 
TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE 

A3  B3  G1  A1  B0  P6  A0  1.00  140. 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAM  ROCESS  F  4 

A1  B0  G1  Ml  X10  10  A0  4.00  520. 

10  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  7 

A1  B0  G1  A1  B0  P  6  A0  7.00  630. 

11  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  4 

A1  B0  G1  Ml  X0  10  A1  4.00  160. 

12  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  *M(H  PARTIAL  BEND  F  7 

A1  B0  Gil  A1  6  P  6  A0  7.00  1050. 

13  OPERATE  WELD  STINGER-BUTTON1  PROCESS  F  23 

A1  B0  G1  M6  X81  10  A0  28.00  24920. 

14  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  4 

A1  B0  G1  Ml  X0  10  A1 


4.00 


160. 


/zo  a.  /c.  V  / 

15  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  5 

ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
56  (4567  ) 


A1 

BO  G1 

( A1  BO 

PI 

C6 

)A1  BO  PI 

AO  (56 

)  1.00 

4520 

REPLACE 

SHEETMETAL 

ASSEMBLY 

FROM 

WELDTABLE  TO  CART  AT 

WELDTABLE 

WITH  4 

STEPS  F  2 

A1 

BO 

G1 

A6  BO  P3 

AO 

2.00 

220 

FITTER 

MOUE 

CART  FROM  WELDTABLE 

TO 

WORKTABLE 

A1 

BO 

G1 

A131BO  PI 

AO 

1.00 

1340 

TOTAL 

TMU 

36010 

Type  D, EM, CT, EW, EX, L, LD,  LS,  M,  T,  W  <or  H  for  help)  ?  }i 


,  SA^r/z. 


30"qmA  34"nJAY4o"u  faWD  Mm*4L  AmI^SAL 


70,3  4-0 

4  a  /?/*/. 

MajU.  Oof 

/elz  &  o 

7  M//S 

k/tzLO 

£  S',  7  60 

3  9  A4/AS. 

~7lfAL  7Mv. 

f-f'7  9<7>o 

33  Sf/fiJ 

S 


File  Description  ?  MARK  OUT  ROUND  TO  ROUND  TRANSITION 


(‘"’’"'Output  to  1  ine-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .  W1 1  R02RQ 

MARK  OUT  ROUND  TO  ROUND  TRANSITION  WITH  AWL  AT  SHEETMETAL  SHOP 
ER  ROUND  TO  ROUND  OFG:  4  26-MAY-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  16  GAUGE  GALV,  SHEETMETAL 

*  30 ’DIAMETER  TO  24 ’DIAMETER  X  40 ’L 

*  MARK  OUT  TRANSITION  WITH  TEMPLATE 

*  MARK  OUT  COLLARS  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1 


2 


3 


4 


5 


6 


7 


9 


10 


11 


12 


13 


POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  4  STEPS 


A1  BO  G1  A6  BO  P6  AO 

PLACE  WEIGHT  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

WITH  3  STEPS  F  3 

1.00 

140 

A1  BO  G1  A6  BO  P3  AO 

MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 
DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

3.00 

330 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (4) 

REPLACE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 
WITH  3  STEPS  F  3 

1.00 

760 

A1  BO  G1  A6  BO  P3  AO 
REPLACE  TEMPLATES  FROM  SHEETMETAL  AT  WORKTABLE  TO 
WORKTABLE  WITH  4  STEPS 

3.00 

330 

A1  BO  G1  A6  BO  P3  AO 

MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

1.00 

110 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (4) 

MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 

ASIDE  PF  23  (4567) 

1.00 

760 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  FI  AO  (23) 

MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567) 

1.00 

1190 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52)1 

MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 
STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

1.00 

2640 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  FI  AO  (4) 

MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

1.00 

1400 

A1  BO  G1  ( A1  BO  FI  R3  )  A1  BO  PI  AO  (6) 

POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  2  STEPS  F  4 

1.00 

340 

A1  BO  G1  A3  BO  P6  AO 

MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  4  ( 

4  5  6  7) 

4.00 

440 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (4) 

MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

1.00 

760 

760. 


A1  BO  G1  ( A1  BO  PI  R16)A1  BO  PI  AO  (4)  1.00 

14  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 


WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  14  (4567) 


A1  BO  G1  ( A1 

BO 

PI 

R3 

)A1 

BO 

PI 

AO 

(14) 

1.00 

MARK 

IDENTIFICATION  ON  SHEETMETAL 

AT 

WORKTABLE  1 

DIGIT 

USING  BLACKPEN  AT  WORKTABLE 

AND 

ASIDE  PF 

12 

(  4 

5  6 

7) 

A1  BO  G1  ( A1 

BO 

PI 

R3 

)A1 

BO 

PI 

AO 

(12) 

1.00 

16 

PLACE  SHEETMETAL  FROM  WORKTABLE 

TO 

CART 

AT 

WORKTABLE 

i  i'T1  *-J 

WITH  4  STEPS  F  2 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

17 

MOUE  CART  FROM  WORKTABLE 

TO 

SMALLSHEAR 

A1 

BO 

G1 

A67 

BO 

PI 

AO 

1.00 

740. 


640. 


2  2  0  * 


700. 


TOTAL  TMU .  12260. 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  ROUND  TO  ROUND  TRANSITION 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  R02RO  .  M21 

SHEAR  SHEETMETAL  FOR  ROUND  TO  ROUND  TRANSITION  WITH 
SMALL  8FT .  SHEAR  AT  SHEETMETAL  SHOP 
PER  ROUND  TO  ROUND  OFG:  4  26-MAY-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  16  GAUGE  GALV.  SHEETMETAL 

*  30 'DIAMETER  TO  24 'DIAMETER  X  40 'L 

*  SHEAR  1  1/2'  STRIPS  FOR  COLLARS 
FITTER  BEGINS  AT  SMALLSHEAR 


i  1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 

'  SMALLSHEAR  WITH  4  STEPS  F  2 


3 

A1  BO  G1 

A6 

BO 

p6 

AO 

2.00 

280 

t 

i 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

j 

A1  BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  WITH 

3  STEPS  F  9 

! 

A1  BO  G1 

A6 

BO 

p6 

AO 

9.00 

1260 

i 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

F  9 

i 

A1  BO  G1 

Ml 

X6 

IO 

AO 

9.00 

810 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR  ' 

TO  CART 

AT 

SMALLSHEAR  WITH  10  STEPS  F  2 

A1  BO  G1 

A16 

BO 

P3 

AO 

2.00 

420 

6 

MOUE  CART  FROM  SMALLSHEAR  TO  WORKTABLE 

A1  BO  G1 

A67 

B3 

FI 

AO 

1.00 

730 

TOTAL  TMU  3590, 


Type  D, EM, CT, EW, EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  CUT  RADIUSES  FOR  ROUND  TO  ROUND  TRANSITION 
output  tO  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  R02RO  .  M2  2 

CUT  RADIUSES  FOR  ROUND  TO  ROUND  TRANSITION  WITH  UNI-SHEAR  AT 
SHEETMETAL  SHOP 

^PER  ROUND  TO  ROUND  OFG :  4  26-MAY-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  16  GAUGE  GALV.  SHEETMETAL 

*  30 'DIAMETER  TO  24 'DIAMETER  X  40 'L 
FITTER  BEGINS  AT  WORKTABLE 

POSITION  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO 
WORKTABLE  WITH  4  STEPS  F  2 


A1 

BO 

G1  A6  BO 

P  6 

AO 

2.00 

TOOLROOM 

TO 

WORKTABLE 

A9  6 

BO 

G1  A96  B3 

PI 

AO 

1.00 

WORKTABLE 

PROCESS  F  14 

A1 

BO 

G1  M6  X173I0 

AO 

14.00 

4  FASTEN  [FLATTEN]  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (  45 

6  7  ) 

A1  BO  G1  (A1  BO  PO  F6  )  A1  BO  PI  AO  (4) 

5  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 


1.00 


A1 

BO  G1 

A6 

BO 

P3 

AO 

2.00 

6  MOUE  CART  FROM  WORKTABLE  TO 

A1 

ROLLER 
BO  G1 

A54 

BO 

FI 

AO 

1.00 

TOTAL  TMU 


280. 

1970. 

25340. 

320. 

220. 

570. 

28700. 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


33290 


File  Description  ?  FORM  RADIUS  FOR  ROUND  TO  ROUND  TRANSITION 


Output  to  line-Printer  <y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  R02RO  . M2  3 

FORM  RADIUS  FOR  ROUND  TO  ROUND  TRANSITION  WITH 
ROLLER  (ROLL  FORMER)  AT  SHEETMETAL  SHOP 
''PER  ROUND  TO  ROUND  OFG: 


NASSCO  SHEETMETAL  SHAPE  4 

*  16  GAUGE  GALV.  SHEETMETAL 

*  30 'DIAMETER  TO  24 'DIAMETER  X  40 'L 

*  ROLL-UP  TRANSITION  AND  COLLARS 
FITTER  BEGINS  AT  ROLLER 


26-MAY  -83 


1  PLACE  SHEETMETAL  FROM  CART  AT  ROLLER  TO  ROLLER  WITH  4 

STEPS  F  3 

A1  BO  G1  A6  BO  P3  AO  3.00 

2  MOUE  MALLET  FROM  TOOLROOM  TO  ROLLER 

A54  BO  G1  A54  BO  PI  AO  1.00 

3  FASTEN  SHEETMETAL  [KINK  END]  AT  ROLLER  TO  ROLLER  1 

STRIKE  USING  MALLET  AT  ROLLER  AND  ASIDE  PF  30  (456 

7  ) 

A1  BO  G1  ( A1  B0  PO  F3  )  A1  PO  PI  AO  (30)  1.00 

4  PLACE  SHEETMETAL  FROM  ROLLER  TO  ROLLER  WITH  2  STEPS  F 

3 

A1  BO  G1  A3  BO  P3  AO  3.00 

5  FASTEN  NUT  [ROLLS]  TO  SHEETMETAL  AT  WORKTABLE  3 

WRIST-STROKES  USING  HAND  WITH  2  STEPS  F  10 

A1  BO  G1  A54  B3  FI  F10  AO  BO  PO  AO  10.00 

6  OPERATE  ROLLER-BUTTON  PROCESS  F  14 

A54  B0  G1  M6  X96  10  A0  14.00 

7  REPLACE  SHEETMETAL  FROM  ROLLER  TO  CART  AT  ROLLER  WITH 

4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00 

8  MOVE  CART  FROM  ROLLER  TO  WELDOUT 

A1  BO  G1  A67  B3  PI  AO  1.00 


TOTAL  TMU 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


330 

1100 

1240 

240 

7000 

21980 

110 

730 

32730 


File  Description  ?  TACK  ROUND  TO  ROUND  TRANSITION 
Output  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  R02RO  .M2  4 

TACK  ROUND  TO  ROUND  TRANSITION  WITH  TACK-WELDER  AT  SHEETMETAL 

|  ^6H0F 

!  ^PER  ROUND  TO  ROUND  OFG :  4  2  6 -MAY- 8  3 

NASSCO  SHEETMETAL  SHAPE  4 

*  16  GAUGE  GALV.  SHEETMETAL 

*  30 'DIAMETER  TO  24 'DIAMETER  X  40 'L 

*  TACK  WELD  COLLAR  TO  TRANSITION 

*  COMPLETE  IN  WELD  BOOTH  AREA 

*  SEE  MWELD . . SEE  R02RO.M25 
FITTER  BEGINS  AT  WELDOUT 

j  1  PLACE  SHEETMETAL2  FROM  CART  AT  WELDOUT  TO  WELDOUT  WITH 

:  4  STEPS  F  2 

•  A1  BO  G1  A6  BO  P3  AO  2.00  220. 

i  2  MOUE  UISEGRIPS  FROM  WORKTABLE  TO  WELDOUT 

l  A54  B3  G1  A54  B3  PI  A0  1.00  1160. 

}  3  POSITION  SHEETMETAL2  FROM  WELDOUT  TO  SHEETMETAL  AT 

!  WELDOUT  WITH  2  STEPS  F  3 

A1  B0  G1  A3  B0  P6  A0  3.00  330. 

4  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WELDOUT  USING 

VISEGRIPS  AT  WELDOUT  AND  ASIDE  PF  14  (4567) 

AL  B0  G1  ( A1  B0  P3  Cl  )  A1  B0  FI  A0  (14)  1.00  740. 

5  POSITION  TACKWELDER  FROM  WELDOUT  TO  SHEETMETAL  AT 

WELDOUT  F  24 

A1  BO  G1  A1  BO  P  6  AO  24.00  2160. 

6  REPLACE  SHEETMETAL  FROM  WELDOUT  TO  CART  AT  WELDOUT 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

7  MOVE  CART  FROM  WELDOUT  TO  WORKTABLE 

A1  BO  G1  A54  B3  PI  AO  1.00  600. 


TOTAL  TMU  5320. 


Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ? 


70j  34  * 


File  Description  ?  WELD  ROUND  TO  ROUND 
Output  to  line-Printer  <Y  or  N>  ?  N 


(  39,  3) 

WELD  .W01  R02RO  .M2  5 

WELD  ROUND  TO  ROUND  WITH  TIG-WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  ROUND  TO  ROUND  OFG;  4  21-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  4 

*  16  GAUGE  GALV.  SHEETMETAL 

*  30'  DIAMETER  TO  24'  DIAMETER  X  40 'LG 

*  WELDOR  PERFORMS  WORK 

*  FITTER  TRANSPORT  SHEETMETAL 

*  WELD  SHEETMETAL  AT  WELD  AREA  BOOTH 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  FITTER  MOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  B0  G1  A131B3  PI  A0  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00  220. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A3  BO  G1  Ml  XO  10  A1  1.00  60. 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINE 

TO  ON  AT  WELDMACHINES 

A1  B0  G1  Ml  X0  10  A1  1.00  40. 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 

WRIST-TURN  USING  HAND 

A1  B0  G1  A1  B0  PI  F3  A0  B0  P0  A0  1.00  70. 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  B0  G1  M3  X0  10  A1  1.00  60. 

8  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  4 

A3  B3  G1  A1  B0  P6  A0  4.00  560. 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  4 

A1  B0  G1  Ml  X10  10  A0  4.00  520. 

10  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  15 

A1  B0  G1  A1  B0  P  6  A0  15.00  1350. 

11  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  6 

A1  B0  G1  Ml  X0  10  A1  6.00  240. 

12  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  15 

A1  B0  G1  A1  B6  P  6  A0  15.00  2250. 

13  OPERATE  WELD  STINGER-BUTTON1  PROCESS  F  56 

A1  B0  G1  M6  X81  10  A0  56.00  49840. 

14  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  6 

A1  B0  G1  Ml  X0  10  A1  6.00  240. 

15  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 

ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
5  6(4  5  6  7) 


6760. 


<2  £0  /•/  <25" 

A1  BO  G1  ( A1  BO  PI  CIO  )  A1  BO  PI  AO  (56)  1.00 

16  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

17  FITTER  MOUE  CART  FROM  WELDTABLE  TO  WORKTABLE 

A1  BO  G1  A131B0  PI  AO  1.00  1340. 


TOTAL  TMU  65360. 


Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ? 


.  ///// 


File  Description?  MARK  OUT  ROUND  TO  ROUND  TRANSITION 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  RQ2R0  jgggS 

MARK  OUT  ROUND  TO  ROUND  TRANSITION  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  ROUND  TO  ROUND  OFG :  4  26-MAY-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  11  GAUGE  GALV.  SHEETMETAL 

*  12 'DIAMETER  TO  19 'DIAMETER  X  30 'L 

*  MARK  OUT  TRANSITION  USING  TEMPLATE 

*  MARK  OUT  COLLARS  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P6  AO 

2  PLACE  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

WITH  3  STEPS  F  3 

A1  BO  G1  A6  BO  P3  AO 

3  MARK  OUTLINES  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (456 

7  ) 

A1  BO  G1  ( A1  BO  PI  R16  >A1  BO  PI  AO  (4) 

4  REPLACE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS  F  3 

A1  BO  G1  A6  BO  P3  AO 

5  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

6  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (4) 

7  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  30  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (30) 

8  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52)  1.00  2640. 

9  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (4)  1.00  1400. 

10  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  FI  AO  (6)  1.00  340, 

11  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  4 

A1  BO  G1  A6  BO  P6  AO  4.00  560. 

12  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  4  ( 

4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (4)  1.00  760. 

13  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 


1.00  140. 

3.00  330. 

1.00  760. 

3.00  330. 

1.00  110. 

1.00  760. 

1.00  1540. 


760 


A1  BO  G1  (A1  BO  PI  R16  )  A1  BO  PI  AO  (4)  1.00 

14  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  12  (4567) 


A1  BO  G1  ( A1  HO 

PI 

R3 

)A1 

BO 

PI 

AO  (12 

)  1.00 

640 

15 

MARK 

IDENTIFICATION  ON  SHEETMETAL  AT 

WORKTABLE 

1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE 

AND 

ASIDE  PF 

52 

(  4 

5  6  7) 

A1  BO  G1  ( A1  BO 

PI 

R3 

)A1 

BO 

PI 

AO  (52 

)  1.00 

2640 

16 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO  CART 

AT 

WORKTABLE 

WITH 

4  STEPS  F  2 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

17 

MOUE 

CART  FROM  WORKTABLE  TO 

14FT 

. SHEAR 

A1 

BO 

G1 

A81 

BO 

PI 

AO 

1.00 

840 

TOTAL 

TMU 

14770 

Type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  ROUND  TO  ROUND  TRANSITION 


(Pdutput  to  line-printer  <Y  or  N>  ?  N 


ROUND  ‘ 


(  39,  1) 

FIT  •  Wll  R02RO 

SHEAR  SHEETMETAL  FOR  ROUND  TO  R 
AT  SHEETMETAL  SHOP 
PER  ROUND  TO  ROUND 

NASSCO  SHEETMETAL  SHAPE  4 

*  11  GAUGE  GALV.  SHEETMETAL 

*  12 'DIAMETER  TO  10  19 'DIAMETER  X  30 ' L 
FITTER  BEGINS  AT  14FT, SHEAR 


TRANSITION  WITH  14FT,  SHEAR 


OFG : 


2 6 -MAY- 8 3 


1  POSITION  SHEETMETAL  FROM  CART  AT  14FT. SHEAR  TO 
14FT. SHEAR  WITH  4  STEPS  F  2 


A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  14FT . SHEAR-FOOTPEDAL  PROCESS 

A1  BO  G1 

Ml 

X3 

10 

AO 

1.00 

60 

3 

POSITION  SHEETMETAL  FROM  14FT. SHEAR 

TO  : 

14FT 

.SHEAR  WITH 

2  STEPS  F  6 

A1  BO  G1 

A3 

BO 

P  6 

AO 

6.00 

660, 

4 

PUSH  14FT, SHEAR-FOOTPEDAL  PROCESS  F 

9 

A1  BO  G1 

Ml 

X3 

10 

AO 

9.00 

540, 

5 

REPLACE  SHEETMETAL  FROM  14FT. SHEAR 

TO  CART 

AT 

14FT. SHEAR  WITH  4  STEPS 

A1  BO  G1 

A6 

BO 

P3 

AO 

1.00 

110, 

6  MOUE  CART  FROM  14  FT  SHEAR  TO  WORKTABLE 

A1  BO  G1 

A81 

B3 

PI 

AO 

1.00 

870, 

TOTAL  TMU 

2520. 

Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ? 


File  Descripdion  ?  CUT  RADIUSES  FOR  ROUND  TO  ROUND  TRANSITION 

Outut  to  line-printer  <Y  or  N>  ?  N 

V 

(  39t,  1) 

FIT  .Wll  R02RO 

CUT  RADIUSES  FOR  ROUND  TO  ROUND ^TRANSITION  WITH  SABER-SAW  AT 
SHEETMETAL  SHOP 

PER  ROUND  TO  ROUND  OFG:  4  26-HAY-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  11  GAUGE  GALV,  SHEETMETAL 

*  12 'DIAMETER  TO  19 'DIAMETER  X  30 'L 
FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO 
WORKTABLE  WITH  4  STEPS  F  2 


A1 

BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

MOVE  SABER- SAW 2  FROM 

TOOLROOM  TO  WORKTABLE 

A9  6 

HO  G1 

A9  6 

B3 

PI 

AO 

1.00 

1970 

3 

OPERATE 

SABER- SAW  AT 

WORKTABLE  PROCESS  F 

7 

A1 

HO  G1 

M6 

X67 

10 

AO 

7.00 

5250 

4 

REPLACE 

SHEETMETAL  FROM  WORKTABLE  TO  CART  AT 

WORKTABLE 

WITH  4 

STEPS  F  2 

A1 

Bo  G1 

A6 

BO 

P3 

AO 

2.00 

220 

5 

MOUE  CART  FROM  WORKTABLE  TO 

ROLLER 

A1 

BO  G1 

A54 

BO 

PI 

AO 

1.00 

570 

Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H 


TOTAL  TMU 

8290 

for  help>  ? 

[o  &  /  o 


File  Description  ?  FORM  RADIUS  FOR  ROUND  TO  ROUND  TRANSITION 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  R02R0 

FORM  RADIUS  FOR  ROUND  TO  :  ROUND  TRANSITION  WITH 
ROLLER  (ROLL  FORMER)  AT  SHEETMETAL  SHOP 
PER  ROUND  TO  ROUND  OFG :  4  2  6-MAY-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  11  GAUGE  GALV.  SHEETMETAL 

*  12 'DIAMETER  TO  19 'DIAMETER  X  30 '  L 

*  ROLL-UP  TRANSITION  AND  COLLAR 

*  KINK  END  FOR  EASE  OF  OPERATION 
FITTER  BEGINS  AT  ROLLER 


1  PLACE  SHEETMETAL2  FROM  CART  AT  ROLLER  TO  ROLLER  WITH  4 
STEPS  F  3 


A1  BO 

G1 

A6  BO 

P3 

AO 

3.00 

330 

2 

MOUE  MALLET  FROM  TOOLROOM  TO  ROLLER 

A54  BO 

G1 

A54  BO 

PI 

AO 

1.00 

1100 

3 

FASTEN  SHEETMETAL2  [KINK  END]  TO 

ROLLER  1  STRIKE 

USING 

MALLET  AT  ROLLER  AND  ASIDE  PF  30 

(1 

4  5  6  7 

) 

A1  BO  G1  ( A1  BO  PO 

F3 

)A1  BO 

PI 

AO 

(30) 

1.00 

1240 

4 

PLACE  SHEETMETAL2  FROM  ROLLER  TO 

ROLLER  WITH 

3  STEPS 

F 

0 

A1  BO 

G1 

A6  BO 

P3 

AO 

3.00 

330 

5 

FASTEN  NUT  [ROLLS]  TO  SHEETMETAL2  AT 

ROLLER 

3 

WRIST-STROKES  USING  HAND  WITH  2 

STEPS  F  14 

A1  BO  G1  A1  BO  PI 

F10 

AO  BO 

PO 

AO 

14.00 

1960 

6 

OPERATE  ROLLER-BUTTON  PROCESS  F 

18 

A1  BO 

G1 

M6  X9  6 

10 

AO 

18.00 

18720 

7 

REPLACE  SHEETMETAL2  FROM  ROLLER 

TO  CART  AT  ROLLER  WITH 

4  STEPS  F  2 

A1  BO 

G1 

A6  BO 

P3 

AO 

2.00 

220 

8 

MOUE  CART  FROM  ROLLER  TO  WELDOUT 

A1  BO 

61 

A67  B3 

PI 

AO 

1.00 

730 

TOTAL  TMU  24630 


-3S~,4-?o 


Type  D,  EH,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  (R02R0.M44  >  ? 


File  Description  ?  WELD  ROUND  TO  ROUND 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,  101) 

WELD  .W01  R02R0  .M44 

WELD  ROUND  TO  ROUND  WITH  ARC  (STICK)  WELDER  A-f  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  ROUND  TO  ROUND  OFG :  4  20-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  4 

*  11  GAUGE  GALV.  SHEETMETAL 

*  12'  DIAMETER  TO  19'  DIAMETER  X  30 'L 

*  WELDING  DONE  IN  WELD  BOOTH  AREA 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT 

WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

2  FITTER  MOUE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO  1.00 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

“I  4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32  1.00 

5  WELDOR  TURN  CURRENT  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  B0  G1  M3  X0  10  A1  1.00 

6  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  6 

A3  B3  G1  A1  B0  P6  A0  6.00 

7  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  6 

A1  B0  G1  Ml  X10  10  A0  6.00 

8  WELDOR  FASTEN  WELDROD  TO  STINGER1  AT  WELDTABLE  1 

WRIST-TURN  USING  HAND  F  35 

A1  B0  G1  A1  B0  PI  F3  A0  B0  P0  A0  35.00 

9  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  35 

A1  B0  G1  Ml  X0  10  A1  35.00 

10  WELDOR  POSITION  STINGER1  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  35 

A1  B0  G1  A1  B0  P  6  A0  35.00 

11  WELDOR  OPERATE  WELD  STINGER1  AT  WELDTABLE  PTIME  65  S  F 

26 

A1  B0  G1  M6  X173I0  A0  26.00 

12  PUSH  WELDHOOD  FROM  DOWN  Al-  WELDOR  TO  UP  A-f  WELDOR  F  35 

A1  B0  G1  Ml  X0  10  Al  35.00 

13  WELDOR  LOOSEN  SLAG  FROM  SHEETMETAL  ASSEMBLY  A-f 

WELDTABLE  6  STRIKES  USING  SLAGHAMMER  AT  WELDTABLE  AND 
ASIDE  PF  13  (4567) 

Al  B0  G1  (Al  B0  P0  LI 6  )  Al  B0  FI  A0  (13)  1.00 

14  WELDOR  DEBURR  WELDED  ASSEMBLY  Al-  WELDTABLE  10 


220. 

1370. 

220. 

370. 

60. 

840. 

780. 

2450. 

1400, 

3150. 

470.60 

1400. 

2250. 


ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
5  2  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  CIO  )A1  BO  PI  AO  (52)  1.00  6280 

15  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  F3  AO  2.00  220 

16  FITTER  MOVE  CART  FROM  WELDTABLE  TO  WORKTABLE 

A1  BO  G1  A131B0  PI  AO  1.00  1340 


69410  ♦' 


File  Description  ?  WELD  ROUND  TO  ROUND 
Output  to  line-printer  <Y  or  N>  ? 


r  /  o  o _ j  $  /j/a/. 

4o.  ■  4  Afw 


80  M/aJ. 


File  Description  ?  MARK  OUT  ROUND  DUCT  SECTION 
r*.  Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  RODUCT  .M10 

MARK  OUT  ROUND  DUCT  SECTION  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG :  4  31 -MAY- 8 3 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6'  DIAMETER  ROUND  DUCT  18'  LG 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 


STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  M3 2  )  A1  B0  FI  AO 

(4) 

1.00 

1400 

HARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  AWL  AT  WORKTABLE  LAND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  FI  R3  )  A1  BO  FI  AO 

(4) 

1.00 

240 

POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO 

2.00 

220 

MARK  LINES  FORM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (456 

7  ) 

A1  BO  G1  ( A1  B0  PI  R16  )  A1  BO  FI  AO  (2) 

1000 

400 

POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 
AT  WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  F6  AO 

2.00 

220 

MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 
DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (456 

) 

A1  BO  G1  ( A1  BO  FI  R6  )  A1  BO  PI  AO 

7 

(2) 

1.00 

200 

7  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  6  (  4  5  6  7  )  . 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  FI  AO  (6)  1.00  1120. 

8  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  3  (4567) 


A1  BO 

G1 

( A1  BO 

PI 

R3  )  A1 

BO 

PI 

AO  (3) 

1.00 

190 

9 

MARK 

IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1 

DIGIT 

USING  BLACKPEN 
\ 

AT 

WORKTABLE 

AND 

ASIDE  PF 

26 

(  4 

5  6  7 

i 

A1  BO 

G1 

( A1  BO 

FI 

R3  )  A1 

BO 

FI 

AO  (26) 

1.00 

1340 

10 

PLACE 

SHEETMETAL2 

FROM  WORKTABLE 

TO  CAART 

AT 

WORKTABLE 

WITH 

4  STEPS 

A1 

BO 

G1  A6 

BO 

P3 

AO 

1.00 

110 

11 

MOUE 

CART  FROM 

WORKTABLE  TO 

SMALLSHEAR 

A1 

BO 

G1  A67 

BO 

FI 

AO 

1.00 

700 

TOTAL  TMU  6140. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  ROUND  DUCT  SECTION 
^  Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  11 

FIT  .Wll  RODUCT  .Mil 

SHEAR  SHEETMETAL  FOR  ROUND  DUCT  SECTION  WITH  SMALL  8FT .  SHEAR  AT 
SHEETMETAL  SHOP 

PER  ROUND  DUCT  OFG :  4  31-MAY-83 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6'  DIAMETER  ROUND  DUCT  18' LG 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL2  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  WITH 

2  STEPS 

A1 

BO  G1 

A3 

BO 

P  6 

AO 

1.00 

110 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

5 

REPLACE  SHEETMETAL2  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  -4  STEPS 

A1 

BO  G1 

A6 

BO 

P3 

AO 

1.00 

110 

MOUE  CART  FROM  SMALLSHEAR  TO 

WORKTABLE 

A1 

BO  G1 

A67 

B3 

FI 

AO 

1.00 

730 

TOTAL  TMU 

1410 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help)  ? 


File  Description  ?  CUT  CORNERS  FOR  ROUND  DUCT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .  Wll  RODUCT.M12 

CUT  CORNERS  FOR  ROUND  DUCT  SECTION  WITH  SNIPS  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG :  4  31 -MAY- 8  3 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 'DIAMETER  ROUND  DUCT  18'  LG 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  POSITION  SNIPS  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

— A1  BO  G1  A1  BO  P  6  AO  2.00  180, 

3  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  P3  C3  )  A1  BO  FI  AO  (2)  1.00  180, 

4  FASTEN  FLATTEN  SHEETMETAL  CORNERS  AT  WORKTABLE  3 

STRIKES  USING  HAMMER- AT  WORKTABLE  AND  ASIDE  PF  2  (45 

6  7  ) 

A1  BO  G1  ( A1  BO  PO  F 6  )  A1  BO  PI  AO  (2)  1.00.  180, 

5  REPLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A '  6  BO  P3  AO  1.00  110. 

6  MOUE  CART  FROM  WORKTABLE  TO  LAPOUT 

A1  BO  G1  A54  BO  PI  AO  1.00  570. 


TOTAL  TMU  1330. 


Type  D, EM,  CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ?. 


£-7  4o 


File  Description  ?  FORM  LAP  SEAM  ON  ROUND  DUCT 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39.,  1) 

FIT  ,W11  RODUCT  .  Ml  3 

FORM  LAP  SEAM  ON  ROUND  DUCT  WITH  LAPOUT  (ROTARY  MACHINE)  AT 
SHEETMETAL  SHOP 

PER  ROUND  DUCT  DFG :  4  31-MAY-83 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV,  SHEETMETAL 

*  6'  DIAMETER  ROUND  DUCT  18' LG 

*  FORM  LAP  SEAM  AND  LAPOUT  END  FOR  FLANGE 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110. 

2 

PUSH  LAPOUT-SWITCH 

PROCESS 

A1 

BO 

G1 

Ml 

XI 6 

10 

AO 

1.00 

190. 

3 

POSITION  SHEETMETAL  FROM  LAPOUT 

TO 

LAPOUT  WITH 

2  STEPS 

A1 

BO 

G1 

A3 

BO 

P  6 

AO 

1.00 

110. 

4 

PUSH  LAPOUT-SWITCH 

PROCESS 

A1 

BO 

G1 

Ml 

XI 6 

10 

AO 

1.00 

190  * 

5 

REPLACE  SHEETMETAL 

FROM  LAPOUT 

TO  CART 

AT  LAPOUT  WITH 

4  STEPS 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110, 

6 

MOVE  CART  FROM  LAPOUT  TO  ROLLER 

A1 

BO 

G1 

A10 

BO 

PI 

AO 

1.00 

130, 

TOTAL  TMU  840. 

Type  D, EM, CT, EW, EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ?' 


J  S8& 


File  Description  ?  FORM  ROUND  DIAMETER  FOR  ROUND  DUCT 


i^Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  ,W11  RODUCT  :  M14 

FORM  ROUND  DIAMETER  FOR  ROUND  DUCT  SECTION  WITH 
ROLLER  (ROLL  FORMER)  AT  SHEETMETAL  SHOP 

PER  ROUND  DUCT  OFG :  4  31 -MAY- 8  3 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION  ' 

*  20  GAUGE  GALV,  SHEETMETAL 

*  6'  DIAMETER  ROUND  DUCT  18 'LG 
FITTER  BEGINS  AT  ROLLER 

1  MOVE  MALLET  FROM  TOOLROOM  TO  ROLLER 

AS  4  BO  G1  AS  4  BO  PI  AO  1.00 

2  POSITION  SHEETMETAL  FROM  CART  AT  ROLLER  TO  ROLLER  WITH 

4  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00 

3  FASTEN  [KINK]  SHEETMETAL  AT  ROLLER  1  STRIKE  USING 

MALLET  AT  ROLLER  AND  ASIDE  PF  40  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  A0  (40)  l,oo 

4  POSITION  SHEETMETAL  FROM  ROLLER  TO  ROLLER  F  4 

A1  BO  G1  A1  BO  P6  A0  4.00 

5  FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL  AT  ROLLER  3 

WRIST-TURNS  USING  HAND  F  8 

A1  BO  G1  A1  B0  PI  F6  A0  B0  PO  A0  8.00 

^  6  PUSH  ROLLER-BUTTON  PROCESS  F  8 

'  '  A1  BO  G1  Ml  X96  IO  AO,  8.00 

7  REPLACE  SHEETMETAL  FROM  ROLLER  TO  CART  AT  ROLLER  WITH 

4  STEPS 

A1  BO  G1  A6  BO  P3  A0  1.00 

8  MOVE  CART  FROM  ROLLER  TO  WORKTABLE 

A1  BO  G1  A54  B3  FI  A0  1.00 


TOTAL  TMU 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ?. 


1100. 

140. 

1640. 

360. 

800, 

7920. 

110, 

600. 

12670. 


File  Description  ?  RIVET  ROUND  DUCT  SECTION 
p.c|£utput  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  RODUCT-M15 

RIVET  ROUND  DUCT  SECTION  WITH  RIVET  GUN  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG:  4  31 -MAY- 8  3 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV,  SHEETMETAL 

*  6'  DIAMETER  ROUND  DUCT  18'  LG 

*  SEAL  RIVET  HEADS  AND  SEAM  WITH  SEALANT 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00 

2  PLACE  RIVET-HOLE-GUIDEY  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE 

A1  BO  G1  A1  BO  P3  AO  l,oo 

3  MARK  SHEETMETAL  FROM  RIVET-HOLE-GUIDE  AT  WORKTABLE  1 

DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  14  (  4 

5  6  7) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  FI  AO  (14)  1.00 

4  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  FI  AO  (2)  1.00 

5  FASTEN  5-32DRILL-BIT  FROM  WORKTABLE  TO  DRILLMOTOR  AT 
(  )  WORKTABLE  3  WRIST-TURNS  USING, CHUCKKEY  AT  WORKTABLE 


AND  ASIDE 


A1  BO  GI. 

A1  BO  P3  F  6 

A1 

BO 

PI 

AO 

1.00 

6 

POSITION  DRILLMOTOR 

FROM  WORKTABLE  TO  SHEETMETAL 

AT 

WORKTABLE  F  14 

A1  BO  GL 

A1 

BO 

P  6 

AO 

14.00 

7 

OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS 

F  14 

A1  BO  Gl 

M6 

X6 

IO 

AO 

14.00 

8 

POSITION  RIVET  FROM 

WORKTABLE  TO  SHEETMETAL 

AT 

WORKTABLE  F  14 

A1  BO  Gl 

A1 

BO 

P  6 

AO 

14.00 

9 

POSITION  RIVETGUN  FROM  WORKTABLE  TO 

SHEETMETAL  AT 

WORKTABLE  F  14 

A1  BO  Gl 

A1 

BO 

P  6 

AO 

14.00 

10 

OPERATE  RIVETGUN  AT 

WORKTABLE  PROCESS  F 

14 

A1  BO  Gl 

M6 

X3 

IO 

AO 

14.00 

11 

POSITION  CAULKINGGUN 

'  FROM  WORKTABLE 

TO 

SHEETMETAL  AT 

WORKTABLE  F  16 

A1  BO  Gl 

A1 

BO 

P  6 

AO 

16.00 

12 

GRIP  SEALANT  TO  SHEETMETAL  AT  WORKTABLE 

USING 

CAULKINGGUN  AT  WORKTABLE  AND  ASIDE 

PF  16  (  ■ 

4  5 

6  7  ) 

A1  BO  Gl 

( A1  BO  P3  Cl 

)A1  BO 

PI 

AO  (16) 

1.00 

13 

INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO 

AO  BO  PO  T10 

AO 

BO 

PO 

AO 

1.00 

110. 

60. 

740. 

140. 

140. 

1260. 

1960 

1260. 

1260. 

1540. 

1440, 

8.40. 

100, 


r* 


TOTAL  TMU 


10850. 


File  Description  ?  MARK  OUT  ROUND  DUCT 

to  line-printer  <Y  or  N>  ?  N 

(  39,  1) 

FIT  .Wll  RODUCT- 

MARK  OUT  ROUND  DUCT  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG:  4  Ol-JUN-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  20  GAUGE  GALV,  SHEETMETAL 

*  8'  DIAMETER  ROUND  DUCT  18'  LG 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 
STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 


A1 

BO 

G1 

( A1  BO  PI 

M32 

)  A1  BO 

FI 

AO 

(4) 

1.00 

1400 

MARK  DIMENSIONS 

ON 

SHEETMETAL  AT 

WORKTABLE  1 

DIGIT 

USING  AWL 

AT  WORKTABLE  AND  ASIDE 

PF 

4(45 

6  7 

) 

A1 

BO 

G1 

( A1  BO  PI 

R3 

)  A1  BO 

PI 

AO 

(4) 

1.00' 

240 

POSITION  STRAIGHTEDGE  FROM  WORKTABLE 

TO  SHEETMETAL  AT 

WORKTABLE 

WITH 

2 

STEPS  F  2 

A1  BO 

G1 

A3  BO 

P  6 

AO 

2.00 

220 

4  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (456 
7  ) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (2)  1.00  400. 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00  280. 

6  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (4567 


A1  BO 

G1  ( A1  BO  FI  R6 

)A1 

RO 

PI  AO 

(2) 

1.00 

200 

MARK  CUT  LINES 

ON  SHEETMETAL  AT  WORKTABLE 

5 

DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE 

PF  6 

( 

4  5  6  7) 

i 

A1  BO 

G1  ( A1  80  FI  .  R1 6 

)A1 

BO 

FI  AO 

(6) 

1.00 

1120 

8  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  33  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (33)  1.00  1690. 


9  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  26  (4567 

) 


A1  B0 

G1  ( A1  BO 

PI 

R3 

)A1 

HO 

PI 

AO  (2  6) 

1.00 

1340 

10 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO 

CART 

AT 

WORKTABLE 

WITH 

4  STEPS 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

11 

MOUE 

CART '  FROM 

WORKTABLE  TO 

SMALLSHEAR 

A1 

BO 

G1 

A67 

BO 

PI 

AO 

1.00 

7.00 

TOTAL  TMU  7700. 


Type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  ROUND  DUCT 
Output  to  line-printer  <Y  or  N>  ?  N 

(  39,  1  _ 

FIT  •  Wll  RODUCUSH^ 

SHEAR  SHEETMETAL  FOR  ROUND  DUCT  SECTION  WITH  SMALL  8FT .  SHEAR  AT 
SHEETMETAL  SHOP 

PER  ROUND  DUCT  OFG :  4  Ol-JUN-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8'  DIAMETER  ROUND  DUCT  18'  LG 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

DO  G1 

A6 

DO 

P  6 

AO 

2.00 

280 

2 

PUSH  FOOTPEDAL 

AT  SMALLSHEAR 

FROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  WITH 

3  STEPS. 

A1 

BO  G1 

A6 

HO 

P  6 

AO 

1.00 

140 

4 

PUSH  FOOTPEDAL 

AT  SMALLSHEAR 

PROCESS 

A1 

DO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR  TO  CART 

AT 

SMALLSHEAR  WITH  4  STEPS 

A1 

BO  G1 

A6 

BO 

P3 

AO 

1.00 

110 

MOUE  CART  FROM 

SMALLSHEAR  TO 

WORKTABLE 

A1 

BO  G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL  TMU 

1440 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  CUT  CORNERS  FOR  ROUND  DUCT 


utput  to  line-printer  <Y  or  N>  ?  N 


(  39,  1)  _ 

FIT  .Wll  RODUCTtHHfc 

CUT  CORNERS  FOR  ROUND  DUCT  SECTION  WITH  SNIPS  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG :  4  01-JUN-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8'  DIAMETER  ROUND.  DUCT  18'  LG 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

2 

POSITION  SNIPS 

FROM  WORKTABLE 

TO 

SHEETMETAL 

AT 

WORKTABLE  WITH 

2  STEPS  P  2 

A1 

BO 

G1 

A3 

BO 

P  6 

AO 

2.00 

220 

3 

CUT  CORNERS  ON 

SHEETMETAL  AT 

WORKTABLE  2 

CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE 

PF 

2  ( 

4  5 

6  7 

) 

A1  BO 

G1  ( A1  BO 

P3 

C3 

)A1 

BO 

PI 

AO  (2) 

1.00 

180 

4  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  2  (45 

6  7  ) 

A1  BO  G1  ( A1  BO  PO  F6  )  A1  BO  PI  AO  (2)  1.00  180 

5  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1 

6  MOUE  CART  FROM  WORKTABLE  TO  LAPOUT 

A1  BO  G1 


TOTAL  TMU  1370 


A6 

BO 

P3 

AO 

1.00 

110 

AS  4 

BO 

PI 

AO 

1.00 

570 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  far  help>  ? 


38/0 


File  Description  ?  FORM  LAP  SEAM  ON  ROUND  DUCT 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  11- 

FIT  .Wll 

FORM  LAP  SEAM  ON 
AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT 

NASSCO  SHEETMETAL  SHAPE  4 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8'  DIAMETER  ROUND  DUCT  18' 

*  FORM  LAP  RIVET  SEAM 

*  LAP  OUT  END  FLANGE 
FITTER  BEGINS  AT  LAPOUT 


RODUCTgBL 

ROUND  DUCT  SECTION  WITH  LAPOUT 

OFG : 


LG 


(ROTARY  MACHINE) 
4  01-JUN-83 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

2 

PUSH  LAPOUT-SWITCH 

PROCESS 

A1 

BO 

G1 

Ml 

XI 6 

10 

AO 

1.00 

190 

3 

POSITION  SHEETMETAL  FROM  LAPOUT 

TO 

LAPOUT  WITH 

3  STEPS 

A1 

BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140 

4 

PUSH  LAPOUT-SWITCH 

PROCESS 

A1 

BO 

G1 

Ml 

XI 6 

10 

AO 

1.00 

190 

5 

REPLACE  SHEETMETAL 

FROM  LAPOUT 

TO  CART 

AT  LAPOUT  WITH 

4  STEPS 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

6. 

MOUE  CART  FROM  LAPOUT  TO  ROLLER 

A1 

BO 

G1 

A10 

BO 

PI 

AO 

1.00 

130 

TOTAL  TMU  870 

Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  far  help>  ? 


3£  go 


File  Description  ?  FORM  ROUND  DIAMETER  FOR  ROUND  DUCT 

(A/^utput  to  line-printer  <Y  or  N>  ?  Y 


(  39,  1) 

FIT  . Wll  R  0  D  U  C  T 

FORM  ROUND  DIAMETER  FOR  ROUND  DUCT  SECTION  WITH 
ROLLER  (ROLL  FORMER)  .AT  SHEETMETAL  SHOP 

PER  ROUND  DUCT  OFG:  4  Ol-JUN-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  20  GAUGE  GALV  SHEETMETAL 

*  8'  DIAMETER  ROUND  DUCT  18'  LG 
FITTER  BEGINS  AT  ROLLER 


1  MOVE  MALLET  FROM  TOOLROOM  TO  ROLLER 


A54  BO 

Gl 

A54 

BO 

PI 

AO 

1.00 

1100 

2 

POSITION  SHEETMETAL 

FROM  CART  AT  ROLLER 

TO  ROLLER  WITH 

4  STEP 

A1  BO 

Gl ' 

A6 

BO 

P  6 

AO 

1.00 

140 

3 

FASTEN  [KINKI]  SHEETMETAL2 AT  ROLLER 

2  STRIKES 

USING 

MALLET  AT  ROLLER  AND  ASIDE  PF  20  ( 

4  5  6 

7  ) 

A1  BO  G1 

( A1  BO  PO 

F  6 

)A1 

BO 

PI 

AO  (20) 

1.00 

1440 

4 

POSITION  SHEETMETAL 

T71  A 

FROM  ROLLER 

TO 

ROLLER  WITH 

3  STEPS 

A1 .  BO 

Gl 

A6 

BO 

P  6 

AO 

4.00 

560 

5 

FASTEN  BOLT  [ROLLS] 

TO  SHEETMETAL  AT  ROLLER 

3 

WRIST-TURNS  USING  HAND  F  8 

A1  BO  Gl- 

A1  BO  PI 

F  6 

AO 

BO 

PO 

AO 

8,00 

800 

6 

PUSH  ROLLER-BUTTON  PROCESS  F  8 

A1  BO 

Gl 

Ml 

X96 

10 

AO 

8.00 

7920 

7 

REPLACE  SHEETMETAL2 

FROM  ROLLER 

TO 

CART  AT  ROLLER  WITH 

4  STEPS 

A1  BO 

Gl 

A6 

BO 

P3 

AO 

1 . 00 

110 

8  MOUE  CART  FROM  ROLLER  TO  WORKTABLE 

A1  BO 

Gl 

A54 

B3 

PI 

AO 

1.00 

600 

TOTAL  TMU  12670. 


163^0 


File  Description  ?  RIVET  ROUND  DUCT  SECTION 

^^putput  to  line-printer  <Y  or  N>  ?  Y 


(  39,  1)  _ 

FIT  .Wll  RODUCT^BBt 

RIVET  ROUND  DUCT  SECTION  WITH  RIVET  GUN  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG :  4  01-JUN-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8'  DIAMETER  ROUND  DUCT  18'  LG 

*  SEAL  RIVET  HEADS  AND  SEAM  WITH  SEALANT 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  PLACE  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE 

A1  BO  G1  A1  BO  P3  AO  1.00  60. 

3  MARK  SHEETMETAL  FROM  RIVET-HOLE-GUIDE  TO  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  -14  (4567) 

A1  .BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (14)  1.00  740. 

4  GRIP  SHEETMETAL  AT  WORKTABLE  USING  VISEGRIPS  AT 

WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (2)  1.00  140. 

5  FASTEN  5-32DRILL-BIT  PTO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F6  A1  B0  PI  AO  1.0  0  140. 

6  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  14 

A1  BO  G1  A1  BO  P  6  AO  14.00  1260. 

7  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  14 

A1  BO  G1  M6  X6  10  AO  14.00  1960. 

8  POSITION  RIVET  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  1  STEP  F  14 

A1  BO  G1  A3  BO  P6  AO  14.00  1540. 

9  POSITION  RIVETGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  14 

A1  B0  G1  A3  BO  P6  AO  14.00  1540. 

10  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  14 

A1  BO  G1  M6  X6  10  A0  14.00  1960. 

11  POSITION  CAULKINGGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  16 

A1  B0  G1  A3  B0  P6  A0  16.00  1760. 

12  GRIP  SEALANT  TO  SHEETMETAL  AT  WORKTABLE  USING 

CAULKINGGUN  AT  WORKTABLE  AND  ASIDE  PF  16  (4  5  6  7)) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  A0  (16)  1.00  840. 

13  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

A0  B0  GO  A0  B0  P0  T10  A0  B0  PO  A0  1.00  100. 


TOTAL  TMU  12150, 


£  & 


■S  fine?* -tSZe/'a*/  3S"j-£. 


File  Description  ?  MARK  OUT  ROUND  DUCT  SECTION 


p-^Njuteut  to  line-printer  <Y  or  N>  ?  N  • 


(  39'  1}  .  - 

FIT  •  Wll  RQDUCTSMSSSte 

MARK  OUT  ROUND  DUCT  SECTION  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG :  4  31-MAY-83 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV,  SHEETMETAL 

*  5’  DIAMETER  ROUND  DUCT  38’  LG 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  M3 2  )  A1  BO  PI  AO  (4)  1.00  1400. 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (4)  1.00  240. 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00  180. 

4  HARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (456 

7  ) 

A1  BO  G1  .  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (2)  1.00  400, 

5  POSITION  CORNER  TEMPLATE  FROM.  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO  2;oo  220. 

6  MARK  SHEETMETAL  AT  WORKTABLE  FROM  CORNER  TEMPLATE  TO 

SHEETMETAL  AT  WORKTABLE  2  DIGITS  USING  AWL  AT 


WORKTABLE  AND 

ASIDE  PF  2  (45 

6  7 

) 

A1  BO 

G1  (A1  BO  PI 

R6 

)A1 

BO 

PI  AO 

(2) 

1 . 00 

200 

MARK  CUT  LINES 

ON  SHEETMETAL  AT 

WORKTABLE 

5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE 

PF  6 

(  4 

5  6  7 

) 

A1  BO 

G1  ( A1  BO  PI 

R16 

)A1 

BO 

PI  AO 

(6) 

1.00 

1120 

8  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  33  (4567) 


A1  BO 

G1  ( A1  BO 

PI 

R3  )  A1 

BO 

PI 

AO  (33) 

1.00 

1690 

9 

MARK 

IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1 

DIGIT 

USING  BLACKPEN 

AT  WORKTABLE 

AND 

ASIDE  PF 

26 

(  4 

5  6  7 

A1  BO 

G1  (A1  B0 

PI 

R3  )A1 

B0 

PI 

A0  (26) 

1.00 

1340 

10 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO  CART 

AT 

WORKTABLE 

WITH 

4  STEPS 

A1 

BO 

G1  A6 

B0 

P3 

A0 

1.00 

110 

11 

MOUE 

CART  FROM 

WORKTABLE  TO 

SMALLSHEAR 

A1 

BO 

G1  A67 

B0 

PI 

A0 

1.00 

7.00 

TOTAL  TMU  7600. 

Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  ROUND  DUCT  SECTION 


(^Output  to  line-printer  <Y  or  N>  ?  N 

(  39,  1) 

FIT  •  Wll  RODUCT 

SHEAR  SHEETMETAL  FOR  ROUND  DUCT  SECTION  WITH  SMALL  8FT,  SHEAR  AT 
SHEETMETAL  SHOP 

PER  ROUND  DUCT  OFG:  4  31 -MAY- 8  3 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV.  SHEETMETAL 

*  5'  DIAMETER  ROUND  DUCT  38 'LG 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL^FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4 'STEPS  F  2 


A1 

BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1  ' 

Ml 

X6 

10 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  WITH 

2  STEPS 

A1 

BO  G1 

A3 

BO 

P  6 

AO 

1.00 

110 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR  ' 

TO  CART 

AT 

SMALLSHEAR  WITH  4  STEPS 

A1 

BO  G1 

A6 

BO 

P3 

AO 

1.00 

110 

6 

MOVE  CART  FROM  SMALLSHEAR  TO 

UORKTABLE 

Al 

BO  Gl 

A67  B3  PI  AO 

1.00 

730 

TOTAL  TMU  1410 


File  Description  ?  CUT  CORNERS  FOR  ROUND  DUCT 

IputF-ut  to  line-Printer  <Y  or  N)  ?  N 

(  39,  1) 

FIT'  #  Wll 

CUT  CORNERS  FOR  ROUND  DUCT  SECTION  WITH  SNIPS  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG  :  4  31 -MAY- 8  3 

NASSCO-SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV.  SHEETMETAL 

*  5'  DIAMETER  ROUND  DUCT  38 'LG 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS 


A1 

BO  G1 

A6  BO 

P3 

AO 

1.00 

110 

2 

POSITION  SNIPS 

FROM  WORKTABLE  TO  SHEETMETAL 

AT 

WORKTABLE  F  2 

A1 

BO  G1 

A1  BO 

P  6 

AO 

2.00 

180 

3 

CUT  CORNERS  ON 

SHEETMETAL  AT 

WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  2  ( 

4  5  6  7 

) 

A1  BO 

G1  ( A1 

BO 

P3  C3 

)  A1  BO 

FI 

AO 

(2) 

1.00 

180 

4 

FASTEN  [FLATTEN]  SHEETMETAL 

CORNERS 

AT  WORKTABLE 

3 

STRIKES  USING 

6  7  ) 

A1  BO 

HAMMER . AT 

WORKTABLE  AND  ASIDE 

PF  2 

( 

4  5 

G1  ( A1 

BO 

P0  F6 

)  A1  BO 

PI 

AO 

(2) 

1.00 

180 

5, 

.REPLACE  SHEETMETAL  FROM 

WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1 

BO  G1 

A6  BO 

P3 

AO 

1.00 

110 

6 

MOVE  CART  FROM 

WORKTABLE 

TO 

LAPOUT 

A1 

BO  G1 

A54  BO 

PI 

AO 

1.00 

570 

TOTAL  TMU  1330 


Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ? 


2  7  4  0 


File  Description  ?  FORM  LAP  SEAM  ON  ROUND  DUCT 

Output  to  line— printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  ,  Wll  ROBUCTiSsSii' 

FORM  LAP  SEAM  ON  ROUND  DUCT  SECTION  WITH  LAPOUT  (ROTARY  MACHINE) 
AT  SHEETMETAL  SHOP 

PER  ROUNC  DUCT  OFG :  4  31-MAY-83 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV,  SHEETMETAL 

*  5'  DIAMETER  ROUOND  DUCT  38 'LG 

*  FORM  LAP  SEAM  AND  LAPOUT  FOR  END  FLANGE 
FITTER  BEGINS  AT  LAPOUT 


PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

2 

PUSH  LAPOUT-SWITCH 

PROCESS 

A1 

BO 

G1 

Ml 

XI 6 

10 

AO 

1.00 

190 

3 

POSITION  SHEETMETAL  FROM  LAPOUT 

TO 

LAPOUT  WITH 

3  STEPS 

A1 

BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140 

4 

PUSH  LAPOUT-SWITCH 

PROCESS 

A1 

BO 

G1 

Ml 

XI 6 

10 

AO 

1.00 

190 

5 

REPLACE  SHEETMETAL 

FROM  LAPOUT 

TO  CART 

AT  LAPOUT  WITH 

4  STEPS 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

6 

MOUE  CART  FROM  LAPOUT  TO  ROLLER 

A1 

BO 

G1 

A10 

BO 

PI 

AO 

1.00 

130 

TOTAL  TMU  870. 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 

S&h> 


File  Description  ?  FORM  ROUND  DIAMETER  FORUCT 

(^Output  to  line-printer  <Y  or  N>  ?  N 

(  39,  1) 

FIT  .Wll  RODUCT 

FORM  ROUND  DIAMETER  FOR  ROUND  DUCT  SECTION  WITH 
ROLLER  (ROLL  FORMER)  AT  SHEETMETAL  SHOP 

PER  ROUND  DUCT  OFG  :  4  31 -MAY- 8  3 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV.  SHEETMETAL 

*  5'  DIAMETER  ROUND  DUCT  38'  LG 
FITTER  BEGINS  AT  ROLLER 

1  MOVE  MALLET  FROM  TOOLROOM  TO  ROLLER 

A54  BO  G1  A54  BO  PI  AO  1.00  1100. 

2  POSITION  SHEETMETAL  FROM  CART  AT  ROLLER  TO  ROLLER  WITH 

4  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

3  FASTEN  [KINK]  SHEETMETAL  AT  ROLLER  2  STRIKES  USING 

MALLET  AT  ROLLER  AND  ASIDE  PF  40  (4567) 

A1  BO  G1  ( A1  BO  PO  F6  )  A1  BO  FI  AO  (401  1.00  2  8  4  0  9 

4  POSITION  SHEETMETAL  FROM  ROLLER  TO  ROLLER  WITH  2  STEPS 

F  4 


A1  B0 

G1 

A3 

B0 

P  6 

A0 

4.00 

440 

5 

FASTEN  BOLT  [ROLLS]  TO 

SHEETMETAL  AT  ROLLER 

3 

WRIST-TURNS  USING  HAND 

F  8 

A1  B0  G1  A1 

B0  PI 

F  6 

A0 

B0  . 

P0 

A0 

8.00 

800 

6 

PUSH  ROLLER-BUTTON  PROCESS  F  8 

. 

A1  B0 

G1 

Ml 

X96 

10 

A0 

8.00 

7920 

7 

REPLACE  SHEETMETAL  FROM 

ROLLER 

TO  CART 

AT  ROLLER  WITH 

4  STEPS 

A1  B0 

G1 

A6 

B0 

P3 

A0 

1.00 

110 

8 

MOUE  CART  FROM  ROLLER  TO  WORKTABLE 

A1  B0 

G1 

A54 

B3 

PI 

A0 

1.00 

600 

TOTAL 

TMU 

13950 

type  D,EM,CT,EW,EX,L,LD,LS,T,W  <or  H  for  help> 


/7}S60 


File  Description  ?  RIVET  ROUND  DUCT  SECTION 

^Output  to  line-printer  <Y  or  N>  ?  N 

(  39,  1) 

FIT  .Will  RODUCT 

RIVET  ROUND  DUCT  SECTION  WITH  RlTVE  GUN  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG :  4  31 -MAY- 8  3 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV.  SHEETMETAL 

*  5'  DIAMETER  ROUND  DUCT  38'  LG 

*  SEAL  RIVET  HEADS  AND  SEAM  WITH  SEALANT 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  B1  G1  A6  BO  P3  AO  1.00  110. 

2  PLACE  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE 

A1  BO  G1  A1  BO  P3  AO  1.00  60. 

3  MARK  SHEETMETAL  FROM  RIVET-HOLE-GUIDE  AT  WORKTABLE  1 

DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  30  (4 

5  6  7) 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (30)  1.00  1540, 

4  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  B0  G1  ( A1  B0  P3  Cl  )  A1  B0  FI  A0  (2)  1.00  140. 

5  FASTEN  5-32DRILL-BIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  B0  P3  F6  A1  BO  PI  AO  1.00  140. 

6  POSITION  DRILLMOTOR'  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  30 

A1  BO  G1  A1  BO  P  6  AO  30. oo  2700. 

7  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  30 

A1  BO  G1  M6  X6  10  A0  30.00  4200. 

8  POSITION  RIVET  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  30 

A1  BO  G1  A1  BO  P  6  AO  30.00  2700. 

9  POSITION  RIVETGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  30 

A1  BO  G1  A1  BO  P  6  AO  30.00  2700. 

10  OPERATE  RIUETGUN  AT  WORKTABLE  PROCESS  F  30 

A1  BO  G1  M6  X3  10  AO  30.00  3300. 

11  POSITION  CAULKINGGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  32 

A1  BO  G1  A1  BO  P  6  AO  32.00  2880. 

12  GRIP  SEALANT  TO  SHEETMETAL  AT  WORKTABLE  USING 

CAULKINGGUN  AT  WORKTABLE  AND  ASIDE  PF  32  (4567) 

A1  B0  G1  ( A1  B0  P3  Cl  >A1  B0  PI  A0  (32).  1.00  1640. 

13  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

A0  B0  GO  A0  B0  P0  T10  A0  B0  PO  A0  1.00  100. 


TOTAL  TMU  22210. 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


J9,7TO 


File  Description  ?  MARK  OUT  ROUND  DUCT  SECTION 

utput  to  line-printer  <Y  or  N>  ?  N 

(  39,  1) 

FIT  •  Wll  RODUCT.M20 

MARK  OUT  ROUND  DUCT  SECTION  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  ROOUND  DUCT  OFG :  4  31 -MAY- 8  3 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6'  DIAMETER  ROUND  DUCT  38 'LG 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  FI  AO  (4)  1.00  1400. 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  FI  R3  )  A1  BO  FI  AO  (4)  1.00  240. 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00  180. 

4  MARK  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS  USING 

AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (2)  1.00  400. 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTALE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO  2.oo  220. 

6  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (4567 


A1  BO 

G1  ( A1  BO  FI 

R6 

)A1 

BO  PI  AO 

(2) 

1.00 

200 

MARK  CUT  LINES 

ON  SHEETMETAL  AT 

WORKTABLE 

5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE 

PF  6 

(4  5  6  7 

) 

A1  BO 

G1  ( A1  BO  FI 

R16 

)A1 

BO  FI  AO 

(6) 

1.00 

1120 

8  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  33  (4567) 


A1  BO  G1  ( A1  BO 

FI 

R3  )  A1 

BO 

FI 

AO  (33) 

1.00 

1690 

9 

MARK 

IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1 

DIGIT 

USING  BLACKPEN  AT  WORKTABLE 

\ 

AND 

ASIDE  PF 

26 

(  4 

5  6  7 

i 

A1  BO  -G1  ( A1  BO 

FI 

R3  )  A1 

BO 

PI 

AO  (26) 

1.00 

1340 

10 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO  CART 

AT 

WORKTABLE 

WITH 

4  STEPS 

A1 

BO 

G1  A6 

BO 

P3 

AO 

l.OP 

110 

11 

MOUE 

CART  FROM  WORKTABLE  TO 

SMALLSHEAR 

A1 

BO 

G1  A67 

BO 

FI 

AO 

1.00 

700 

TOTAL  TMU  7600. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  (or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  ROUND  DUCT 
output  to  line-Printer  <Y  or  N>  ?  N 


(  39, .  1) 

FIT  ,Wll.  RODUCT.M21 

SHEAR  SHEETMETAL  FOR  ROUND  DUCT  SECTION  WITH  SMALL  8FT,  SHEAR  AT 
SHEETMETAL  SHOP 

PER  ROUND  DUCT  OFG :  4  31-MAY-83 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALU,  SHEETMETAL 

*  6'  ROUND  DUCT  38'  LG 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS 


A1 

BO  G1 

A6 

BO 

P  6 

AO 

1.00 

140 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

— A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  WITH 

2  STEPS 

A1 

BO  G1 

A3 

BO 

P  6 

AO 

1.00' 

110 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR  TO  CART 

AT 

SMALLSHEAR  WITH  4  STEPS 

A1 

BO  G1 

A6 

BO 

P3 

AO 

1.00 

110 

6 

MOVE  CART  FROM  SMALLSHEAR  TO 

WORKTABLE 

A1 

BO  G1 

A67 

B3 

FI 

AO. 

1.00 

730 

TOTAL  TMU 

1270 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


Invalid  File  Name 


Please  input  file  <RODUCT.M22>  ? 


File  Description  ?  CUT  CORNERS  FOR  ROUND  DUCT 
Output  to  line-Printer  <Y  or  N>  ?'N 


(  39,  1) 

FIT  .Wll  RODUCT . M2 2 

CUT  CORNERS  FOR  ROUND  DUCT  WITH  SNIPS  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG :  4  31 -MAY- 8  3 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6'  ROUND  DUCT  38 'LG 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

2 

POSITION  SNIPS 

FROM 

WORKTABLE 

;  TO 

SHEETMETAL 

AT 

WORKTABLE  F  2 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

2.00 

180 

3 

CUT  CORNERS  ON 

SHEETMETAL  AT 

WORKTABLE  2 

CUTS  USING 

SNIPS  AT  WORKTABLE 

AND  ASIDE 

PF 

2  ( 

4  5 

6  7 

) 

A1  BO 

G1 

( A1  BO 

P3 

C3 

)A1 

BO 

PI 

AO  (2) 

1.00 

180 

4  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  2  (45 

6  7  ) 


5 


6 


A1  BO 

G1 

(A1 

BO 

PO  F  6 

)A1 

BO 

FI 

AO  (2) 

1.00 

REPLACE 

SHEETMETAL 

FROM 

WORKTABLE  TO  CART  AT 

WORKTABLE 

WITH  4 

STEPS 

A1 

BO  G1 

A6 

BO 

P3 

AO 

1.00 

MOVE  CART  FROM 

WORKTABLE 

TO 

LAPOUT 

A1 

BO  G1 

A54 

BO 

PI 

AO 

1.00 

180 


110 

570 


TOTAL  TMU  1330 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ?. 


ZGO  O 


File  Description  ?  FORM  LAP  SEAM  ON  ROUND  DUCT 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  •  Wll  RODUCT .  M2 3 

FORM  LAP  SEAM  ON  ROUND  DUCT  SECTION  WITH  LAPOUT  AT  SHEETMETAL 

SHOP 

PER  ROUND  DUCT  OFG :  4  31 -MAY- 8 3 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6'  DIAMETER  ROUND  DUCT  38'  LG 

*  FORM  RIVET  SEAM 

*  LAPOUT  END  FLANGE 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS 


A1  BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

2 

PUSH  LAPOUT-SWITCH  PROCESS 

A1  BO 

G1 

Ml 

XI 6 

10 

AO 

1 . 00 

190 

3 

POSITION  SHEETMETAL  FROM  LAPOUT 

TO 

LAPOUT  WITH 

2  STEPS 

A1  BO 

G1 

A3 

BO  . 

P  6 

AO 

1.00 

110 

4 

PUSH  LAPOUT-SWITCH  PROCESS 

A1  BO 

G1 

Ml 

XI 6 

10 

AO 

1.00 

190 

5 

REPLACE  SHEETMETAL  FROM  LAPOUT 

TO  CART 

AT  LAPOUT  WITH 

4  STEPS 

A1  BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

6 

MOVE  CART-FROM  LAPOUT  TO  ROLLER 

A1  BO 

G1 ' 

A10  BO 

PI 

AO 

'1.00 

130 

TOTAL  TMU  840. 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help>  ? 


File  Description  ?  FORM  ROUND  DIAMETER  FOR  ROUND  DUCT 
Output  to  line-printer  (Y  or  N>  ?  N 


(  39,  1) 

FIT  •  Wll  RODUCT.M24 

FORM  ROUND  DIAMETER  FOR  ROUND  DUCT  SECTION  WITH 
ROLLER  (ROLL  FORMER)  AT  SHEETMETAL  SHOP 

PER  ROUND  DUCT  OFG :  4  Ol-JUN-8-3 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV,  SHEETMETAL 

*  6'  DIAMETER  ROUND  DUCT  38'  LG 
FITTER  BEGINS  AT  ROLLER 


1  MOVE  MALLET  FROM  TOOLROOM  TO  ROLLER 


A54  BO 

G1 

A54  BO 

FI 

AO 

1.00 

1100 

2 

POSITION  SHEETMETAL  FROM  CART  AT 

ROLLER  TO  ROLLER  WITH 

4  STEPS 

A1  BO 

G1 

A6  BO 

P  6 

AO 

1.00 

140 

3 

FASTEN  [KINK]  SHEETMETAL  AT  ROLLER 

2  STRIKES 

USING 

MALLET  AT  ROLLER  AND  ASIDE  PF  40 

( 

4  5  6  7) 

A1  BO  G1  ( A1  BO  PO 

F  6 

)A1  BO 

PI 

AO  (401 

1.00 

2840 

4 

POSITION  SHEETMETAL  FROM  ROLLER 

T?  A 

TO 

ROLLER  WITH 

2  STEPS 

r 

A1  BO 

G1 

A3  BO 

P  6 

AO 

4.00 

440 

5 

FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL  AT  ROLLER 

3 

WRIST-TURNS  USING  HAND  F  8 

A1  BO  G1  A1  BO  FI 

F6 

AO  BO 

PO 

AO 

8.00 

800 

6  PUSH  ROLLER-BUTTON  PROCESS  F  8 

A1  BO 

G1 

Ml  X96 

10 

AO 

8.00 

7920 

7 

REPLACE  SHEETMETAL  FROM  ROLLER  TO  CART  AT  ROLLER  WITH 

4  STEPS 

A1  BO 

G1 

A6  BO 

P3 

AO 

1.00 

110 

8 

MOVE  CART  FROM  ROLLER  TO  WORKTABLE 

A1  BO  . 

G1 

A54  B3 

PI 

AO 

1.00 

600 

TOTAL  TMU  13950 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help)  ? 


f7  3  9o 


File  Description  .?  RIVET  ROUND  DUCT  SECTION 


Output  line-Printer. (Y  or  N>  ?  N 
(  39,  1) 

FIT  ,W11  RODUCT .  M2 5 

RIVET  ROUND  DUCT  SECTION  WITH  RIVET  GUN  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG :  4  01-JUN-83 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV  SHEETMETAL 

*  6'  DIAMETER  ROUND  DUCT  38 'LG 

*  SEAL  RIVET  HEADS  AND  SEAM  WITH  SEALANT 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETHETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110, 

2  PLACE  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE 

A1  BO  G1  A1  BO  P3  AO  1.00  601 

3  MARK  SHEETMETAL  FROM  RIVET-HOLE-GUIDE  AT  WORKTABLE  1 

DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE'  PF  30  (4 

5  6  7) 

A1  B0  G1  ( A1  B0  PI  R3  >A1  B0  PI.  A0  (30)  1.00  1540. 

4  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  B0  G1  ( A1  B0  P3  Cl  )  A1  B0  PI  A0  (2)  1.00  140. 

5  FASTEN  5-32DRILL-BIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  B0  G1  A1  B0  P3  F6  A1  B0  PI  A0  1.00  140. 

6  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  30 

A1  B0  G1  A3  B0  P6  A0  30. oo  3300. 

7  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  30 

A1  B0  G1  M6  X6  10  A0  30.00  4200. 

8  POSITION  RIVET  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  30  . 

.  A1  B0  G1  A1  B0  P  6  A0  30.00  2700. 

9  POSITION  RIVETGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  30 

A1  B0  G1  A1  B0  P  6  A0  30.00  2700. 

10  OPERATE  RIVETGUN  AT  WORKTABLE  PROCESS  F  30 

A1  B0  G1  M6  X3  10  A0  30.00  3300. 

11  POSITION  CAULKINGGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  30 

A1  B0  G1  A3  B0  P6  A0  30.00  3300. 

12  GRIP  SEALANT  TO  SHEETMETAL  AT  WORKTABLE  USING 

CAULKINGGUN  AT  WORKTABLE  AND  ASIDE  PF  30  (4567) 

A1  B0  G1  ( A1  B0  P3  Cl  )  A1  B0  FI  A0  (30)  1.00  1540. 

13  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

A0  B0  GO  A0  B0  PO  T10  A0  B0  PO  A0  1.00  100. 


TOTAL  TMU  23130. 


Type  D, EM, CT, EW, EX, L, LB, LS, M,  T,  W  <or  H  for  help>  ? 

4/y- T20 


MOST®  COMPUTER  SYSTEMS 
Title  and  Method  Specification  Sheet 


Pag«  / 


TITLE  (  •  REQUIRED) 


•  ACTIVITY: 

•  OBJECT: 

□in  Qon  Dfor 

PRODUCT/EQUIPMENT: _ 

TOOL:  /Cur  A. _ 

•  Qto  2Jat 

SIZE/CAPACITY: _ , _ 


SPECIAL  CONDITIONS  /  *  KEYPOINTS 


■X  ■?£>  CA*c.£r  6  ''&/A.  tecty#  O^cf  3S  "A/ 


%  6  0  A  {,,////£!,/  _ 


•  WORK  AREA  ORIGIN: _ 

WORK  AREA  NUMBER: _ 

•  UNIT:  /V?0  gfiOA/A, 


•  OPERATOR: 


>  Z>!A-C  / 


•  BEGINS: 


•  OFG: 


DATA  UNIT 
TO  BE  FILED 


WORK  AREA  LAYOUT 
MOST  ANALYSIS 
COMBINED  SUB-OP. 


TITLE  SHEET 


TEMPORARY 
FILE  NAME/NO. 


DELETE 

YES 


A.Aoc/.  /1.0.^-zo  I  □ 

□ 


(If  blink,  un  default  beginning  Ooerator  and  Location.) 


KEYWORD  /  METHOD  DESCRIPTION 


/JtrA  5'u/ztr  /?/A/&~x/s/sa/  a/is  fZ/AA/tfc/A/L  a/ A/5/Ta/a/3ZC 

U  5/AsC  <r/A-A-Z-7st-/3£r  A/  /t/t  ^SA/l  £  A  J//0  AS//? I'  /?AT-4~ 

A7ASA:  JP/Af£A/S/M  AAA  f /ASA'/AsAt-A-  J-f  /p/6// 


i/5/a/~<5-  At*,  A  J-/a/4/’4/4-££A.-'  A  A/A  Ay/#/-  A’/F'—A' _ 

/=>/ 5 /A/cr/s  /Zfs/w  u///:A?A'/5£<r  A 


a/  k//ZA/4/3AA  A-  5 _  _ 

4  I  Aftetz  £////<  aa**  A  A'/ 


£,/6/?*:/a/S/£  S  A/F/Fs  (/  S/A/ A  Ak/l  A///)  Af/Af  /?&-£. _ 

f\  A°a  5 ///A AS  (To  z ASST!?  yhyAtA/dr  /k'tM  f? 


A  /  k/a/zt /&/?//:  /r-  2. _ : _ 

z,  I  A/ A  A /A  ?//£-£  /■M/r-S'l  /  y^A/^ZA/4-  /fi  ZfetTTtfeSsC 


<SIMO>  (PF) 


7 1  aiafa  rv / //^~r  oka.. 


■///>  Af//?A~  /?&-£ _ 


AfAA/C  Cc-^rA/’u  c/Aaa  ////*?&**//<**/  O/y  J/A^-zt/mzA  £.  A  7  Ajf/AC Z?/C 


3  I  Z7  *■/>//  //aatazZ/A/ca/Aa/  5/J  A-/ A/ > At/wttr  /A/n/Z 


oS/a/5  jSA  ac*' Pjf/Lf  A-/  J/r*/y(*AtM  Aaa#  A  5/z?Z~  f-Z-ZC _ 

)e>  I  /g/A^  5//-a//7£/aL  M  k/t’&£&&jur"7*6  Aa j?Z /Z Aa°/ZZ. A/ C 


/,,/M  4.  rS/rPS _ 


MOST®  COMPUTER  SYSTEMS 
Title  and  Method  Specification  Sheet 


Project/Ass  i  g  n  m  a  nz 


Acnt  y(7 


Daw 


Pago  f 


TITLE  {  •  REQUIRED) 


SPECIAL  CONDITIONS  /  *  KEYPOINTS 


f.S.C.0-  SZ/AMaZaI  je^Jt/pjOvci 


5*  ■ £  "jGmo  Jprcf  38  "A 


•  OPEHATOR: 


BEGINS: 


DATA  UNIT 
TO  BE  FILED  ' 


WORK  AREA  LAYOUT 
MOST  ANALYSIS 
COMBINED  SUB-OP. 
TITLE  SHEET 


DATE  FILED 


TEMPORARY 
FILE  NAME/NO. 


DELET 

YES 


LOC.  NO. 


(If  blank,  visa  default  beginning  Operator  and  Location.) 


NO.  |  KEYWORD/ METHOO  DESCRIPTION 


DATA  COORDINA 


<SIMO>  (PF) 


-f/Z/SA/  XZa^/a/£7 &-Z  8AAr/  A- 7  S’/1? All  f//£A£ 


fA/AACrAteMi  UjfZ/P  Z  fZ&’f 


Z"  ///  /V  /  /  ZAPAl  A  / STtf/ll  l  r/teAK  ZZ^C  £~f  s 


/^esyZ/AAs  ^A/'^r/yY/~/4C  /&  fA/ A  l  £  r/Zp-AA  ft  fZ  4Z£fMM 


-A7AAA.  ZZA'A-jC 


FC'r/l  An  e/Ad-OAC  A-Z  T//AA /  JAH-AA:  &e<?c£-f5 


>AAAC£-  SZAa/Z/t-Aa  ZZeM  5~A?A£A  5~/Z<r4Z 


File  Description  ?  MARK  OUT  ROUND  DUCT 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  ,W11  RO  D  U  C  T  .  M  4  0 

MARK  OUT  ROUND  DUCT  SECTION  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG :  4  26-JUL-83 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV.  SHEETMETAL 

*  4'  DIAMET  ROUND  DUCT  48'  LG 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (4)  1.00 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  'G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (4)  1.00 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO  2.00 

4  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (456 

7  ) 

A1  BO  G1  ( A1  BO  PI  R1 6 .  )  A1  BO  PI  AO  (2)  1.00 

5  POSITION. CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00 

6  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (4567 

I 

A1  B1  G1  ( A1  BO  PI  R6  )  A1  BO  PI  AO  (2)  1.00 

7  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00 


8  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  33  (4567) 


A1  BO 

G1  ( A1  BO 

PI 

R3  )  A1 

BO 

Pi 

A0  (33) 

1.00 

9 

MARK 

IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1 

DIGIT 

USING  BLACKPEN 

1 

AT  WORKTABLE 

AND 

ASIDE  PF 

26 

(  4 

5  6  7 

I 

A1  BO 

G1  ( A1  BO 

PI 

R3  )  A1 

BO 

-PI 

AO  (2  6) 

1.00 

10 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO  CART 

AT 

WORKTABLE 

WITH 

4  STEPS 

A1 

BO 

G1  A6 

BO 

P3 

AO 

1.00 

11 

MOVE 

CART  FROM 

WORKTABLE  TO 

SMALLSHEAR 

A1 

BO 

G1  A67 

BO 

PI 

AO 

1.00 

TOTAL  TMU 

Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help:>  ? 


1400. 

240. 

220. 

400. 

280. 

200. 

1120. 

1690. 

1340. 

1101 

700. 

7700. 


File  Description  ?  SHEAR  SHEETMETAL  FOR  ROUND  DUCT 


Otput  to  line-Printer  (Y  or  N>  ?  N 


39,  1) 

FIT  .Wll  RODUCT 

SHEAR  SHEETMETAL  FOR  ROUND  DUCT  SfECTION 
SHEETMETAL  SHOP 
PER  ROUND  DUCT 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 


WITH  SMALL  8FT .  SHEAR  AT 
OFG :  4  Ol-JUN-83 


*  20  GAUGE  GALV.  SHEETMETAL 

*  4'  DIAMETER  ROUND  DUCT  48'  LG 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL2  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


2 

A1  BO  G1 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

A6 

BO 

P  6 

AO 

2 .  oo 

280 

3 

A1  BO  G1 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 
2  STEPS 

Ml 

TO 

X6  10  AO 
SMALLSHEAR  WITH 

1.00 

90 

4 

A1  BO  G1 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

A3 

BO 

P  6 

AO 

1.00 

110 

5 

A1  BO  G1 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR 
SMALLSHEAR  WITH  4  STEPS 

Ml 
TO  ( 

X6 

CART 

10 

AT 

AO 

1.00 

90 

A1  BO  G1  A6 

6  MOVE  CART  FROM  SMALLSHEAR  TO  WORKTABLE 

BO 

P3 

AO 

1.00 

110 

A1  BO  G1 

A67 

B3 

PI  ' 

60 

1.00 

730 

TOTAL  TMU  1410. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  (or  H  for  help)  ? 


File  Description  ?  CUT  CORNERS  FOR  ROUND  DUCT 

Output  to  line-Printer  <Y  or  N>  ?-N 

(  39,  1)  _ 

FIT  .Wll  RODUCT 

CUT  CORNERS  FOR  ROUND  DUCT  SECTION  WITH  SNIP'S  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG :  4  01-JUN-83 

NASSCO  SHEETMETAL  ROUND  DUCT  SECTION 

*  20  GAUGE  GALV.  SHEETMETAL 

*  4'  DIAMETER  ROUND  DUCT  48'  LG 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

2 

POSITION  SNIPS 

FROM 

WORKTABLE 

TO 

SHEETMETAL 

AT 

WORKTABLE  F  2 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

2.00 

180 

3 

CUT  CORNERS  ON 

SHEETMETAL  AT 

WORKTABLE  2 

CUTS  USING 

SNIPS  AT  WORKTABLE 

AND  ASIDE 

PF 

2  ( 

4  5 

6  7 

) 

A1  BO 

G1 

( A1  BO 

P3 

C3 

)A1 

BO 

PI 

AO  (2) 

1.00 

180 

4  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  AT  WORKTABLE  3 

STRIKES  USING  HAMMER. AT  WORKTABLE  AND  ASIDE  PF  2  (45 

6  7  ) 


A1  BO 

G1 

(A1 

BO 

PO  F  6 

)A1 

BO 

PI 

AO  (2) 

1.00 

180 

REPLACE 

SHEETMETAL 

FROM 

WORKTABLE  TO  CART  AT 

'  WORKTABLE 

WITH  4 

STEPS 

A1 

BO  G1 

A6 

BO 

P3 

AO 

1.00 

110 

MOUE  CART  FROM 

WORKTABLE 

TO 

LAPOUT 

A1 

BO  G1 

A54 

BO 

PI 

AO 

1.00 

570 

TOTAL  TMU  1330. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help> 


9  • 
•  r 


2740 


File  Description  ?  FORM  LAP  SEAM  ON  ROUND  DUCT 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  R  0  D  U  C  T 

FORM  LAP  SEAM  ON  ROUND  DUCT  SECTION  WITH  LAPOUT  (ROTARY  MACHINE) 
AT  SHEETMETAL  SHOP 

PER  ROUND  DUCT  OFG:  4  0  1  -jon-  8  3 

NASSCO  SHEETMETAL  SHAPE  4 

*  20  GAUGE  GALV,  SHEETMETAL 

*  4'  DIAMETER  ROUND  DUCT  48'  LG 

*  FORM  LAP  RIVET  SEAM 

*  LAPOUT  END  FLANGE 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

2 

PUSH  LAPOUT-SWITCH 

PROCESS 

A1 

BO 

G1 

Ml 

XI 6 

10 

AO 

1.00 

190 

3 

POSITION  SHEETMETAL  FROM  LAPOUT 

TO 

LAPOUT  WITH 

4  STEPS 

A1 

BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140 

4 

PUSH  LAPOUT-SWITCH 

PROCESS 

A1 

BO 

G1 

Ml 

XI 6 

10 

AO 

1.00 

190 

5 

REPLACE  SHEETMETAL 

FROM  LAPOUT 

TO  CART 

AT  LAPOUT  WITH 

4  STEPS 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

6 

MOUE  CART  FROM  LAPOUT  TO  ROLLER 

A1 

BO 

G1 

A10 

BO 

PI 

AO 

1.00 

130 

TOTAL  TMU  870. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  FORM  ROUND  DIAMETER  FOR  ROUND  DUCT 


Output  to  line-printer  <Y  or  N)  ?.N 


(  39,  1) 

FIT  .Wll  roduct; 

FORM  ROUND  DIAMETER  FOR  ROUND  DU7TT 
ROLLER  (ROLL  FORMER)  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT 

NASSCO  SHEETMETAL  SHAPE  4 

*  20  GAUGE  GALV.  SHEETMETAL 

*  4'  DIAMETER  ROOUND  DUCT  48 
FITTER  BEGINS  AT  ROLLER 


LG 


SECTION  WITH 


OFG : 


01-JUN-83 


1  MOUE  MALLET  FROM  TOOLROOM  TO  ROLLER 


A54  BO 

G1 

A54 

BO 

PI 

AO 

1.00 

1100 

2 

POSITION  SHEETMETAL  FROM  CART  AT 

ROLLER 

TO  ROLLER  WITH 

4  STEPS 

A1  BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140 

3 

FASTEN  [KINK]  SHEETMETAL  AT  ROLLER 

2  STRIKES 

;  USING 

MALLET  AT  ROLLER  AND  ASIDE  PF  50 

( 

4  5  6 

7  ) 

A1  BO  G1  ( A1  BO  PO 

F6 

)A1 

BO 

PI 

AO  (50) 

1.00 

3540 

4 

POSITION  SHEETMETAL  FROM  ROLLER 

T  A 

TO 

ROLLER  WITH 

3  STEPS 

r  4 

A1  BO 

G1 

A6 

BO 

P  6 

A0 

4.00 

560. 

5 

FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL  AT  ROLLER 

3 

WRIST-TURNS  USING  HAND  F  8 

A1  BO  G1  A1  BO  PI 

F  6 

AO 

BO 

PO 

A0 

8.00 

800 

6 

PUSH  ROLLER-BUTTON  PROCESS  F  8 

A1  BO 

G1 

Ml  X96 

10 

A0 

8.00 

7920 

7 

REPLACE  SHEETMETAL2 'FROM  ROLLER  TO  CART  AT  ROLLER  WITH 

4  STEPS 

A1  BO 

G1 

A6 

BO 

P3 

A0 

1.00 

110 

8 

MOUE  CART  FROM  ROLLER  TO  WORKTABLE 

A1  BO 

G1 

A54 

B3 

PI 

A0 

1.00 

600 

TOTAL  TMU  14770  . 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help>  ? 

/  8 , 3  8  0 


File  Description  ?  RIVET  ROUND  DUCT  SECTION 

£*Vrputput  to  line-printer  <Y  or  N>  ?  N 
(  39 »  1) 

FIT  .  W1 1  RODUCT  _ 

RIVET  ROUND  DUCT  SECTION  WITH  RIVET  (SUN  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG:  4  Ol-JUN-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  20  GAUGE  GALV,  SHEETMETAL 

*  4'  DIAMETER  ROUND  DUCT  48'  LG 

*  SEAL  RIVET  HEADS  AND  SEAM  WITH  SEALANT 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  PLACE  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE 

A1  BO  G1  A1  BO  P3  AO  1.00  60. 

3  MARK  SHEETMETAL  FROM  RIVET-HOLE-GUIDE  TO  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  38  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (38)  1.00  1940. 

4  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (2)  1.00  140. 

5  FASTEN  5-32DRILL-BIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO  1.00  140. 

6  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  38 

A1  BO  G1  A6  BO  P6  AO  38.00  5320* 

7  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  38  ./^ 

A1  BO  G1  M6  X6 '  10  AO  38.00  53^0* 

8  POSITION  RIVET  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  38 

A1  B0  G1  A1  B0  P  6  A0  38.00  3420. 

9  POSITION  RIVETGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  38 

A1  BO  G1  A3  BO  P6  AO  38.00  4130. 

10  OPERATE  RIVETGUN  AT  WORKTABLE  PROCESS  F  38  21^  7 

A1  B0  G1  M6  X3  10  A0  38.00  418°0. 

11  POSITION  CAULKINGGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  38 

A1  B0  G1  A3  B0  P6  A0  38.00  4180. 

12  GRIP  SEALANT  TO  SHEETMETAL  AT  WORKTABLE  USING 

CAULKINGGUN  AT  WORKTABLE  AND  ASIDE  PF  38  (4567) 

A1  B0  G1  ( A1  B0  P3  Cl  )  A1  B0  PI  A0  (38)  1.00  1940. 

13  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

A0  B0  GO  A0  B0  PO  T10  A0  B0  PO  A0  1.00  100+ 


TOTAL  TMU  31030, 


I 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help)  ? 


49  4/0 


/(?'/). vj  r  4<3  'sfoo'V'p  ZPvc/ 


.  &A- 

.  /Y/f/’J'  (for/ 

-7ZiCv 


S-ly2?o _ a?  MAJ 

~7,£  &  o  ^ 

5"J  5  3  o _ 34  M/v 


File  Description  ?  MARK  OUT  ROUND  DUCT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  RODUCT.M50 

MARK  OUT  ROUND  DUCT  SECTION  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG :  4  Ol-JUN-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  20  GAUGE  GALV.  SHEETMETAL 

*  10'  DIAMETER  ROUND  DUCT  48'  LG 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE . USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (4)  '1.00  1400. 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (4)  1.00  240. 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO  2.00  220. 

4  MARK  LINES  FROM  STRAIGHTEDGE  AT  WORKTABLE  5  DIGITS 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (4567). 

A1  BO  G1  ( A1  BO  PI  RI6  )  A1  BO  PI  AO  (2)  1.00  400. 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 
AT  WORKTABLE  F  2  with  3  StepS 

A1  BO  G1  A1  BO  P6.AO  2.00  180. 

6  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (4567 

) 

A1  BO  G1  <A1  BO  PI  R6  )  A1  BO  PI  AO  (2)  1.00  200. 

7  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  R{ DPEN  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

}1 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00  1120. 


8  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  33  (4567) 


A1  BO 

G1  (A1  .  BO  PI 

R3  )  A1 

BO 

PI 

AO  (33) 

1.00 

1690 

9 

MARK 

IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1 

DIGIT 

USING  BLACKPEN 
\ 

AT  WORKTABLE 

AND 

ASIDE  PF 

26 

(  4 

5  6  7 

; 

A1  BO 

G1  ( A1  BO 

PI 

R3  )  A1 

BO 

PI 

A0  (26) 

1.00 

1340 

10 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO  CART 

AT 

WORKTABLE 

WITH 

3  STEPS 

A1 

BO 

G1  A6 

BO 

P3 

AO 

1.00 

110 

11 

MOUE 

CART  FROM 

WORKTABLE  TO 

SMALLSHEAR 

A1 

BO 

611  A67 

0 

PI 

AO 

1.00 

100 

TOTAL  TMU  7600. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help)  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  ROUND  DUCT 


Outputto  line-Printer  .  <Y  or  N>  ?  }  iN 


%Invalid  command. 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  R0DUCT.M51 

SHEAR  SHEETMETAL  FOR  ROUND  DUCT  SECTION  WITH  SMALL  8FT .  SHEAR  AT 
SHEETMETAL  SHOP 

PER  ROUND  DUCT  OFG :  4  Ol-JUN-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  20  GAUGE  GALV.  SHEETMETAL 

*  10'  DIAMETER  ROUND  DUCT  48'  LG 
FITTER  BEGINS  AT  SMALLSHEAR 


1 

POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR 

TO 

SMALLSHEAR  WITH  4  STEPS  F  2 

A1 

BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  WITH 

2  STEPS 

A1 

BO  G1 

A3 

BO 

P  6 

AO 

1.00 

110 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR  TO  CART 

AT 

SMALLSHEAR  WITH  4  STEPS 

A1 

BO  G1 

A6 

BO 

P3 

AO 

1.00 

110 

6 

MOVE  CART  FROM  SMALLSHEAR  TO 

WORKTABLE 

A1 

BO  G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL  TMU  1410 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help>  ? 


File  Description  ?  CUT  CORNERS  FOR  ROUND  DUCT 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  RODUCT.M52 

CUT  CORNERS  FOR  ROUND  DUCT  SECTION  WITH  SNIPS  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG :  4  01-JUN-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  20  GAUGE 'GALV,  SHEETMETAL 

*  10'  DIAMETER  ROUND  DUCT  48'  LG 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

2 

POSITION  SNIPS 

FROM  WORKTABLE 

TO 

SHEETMETAL 

AT 

WORKTABLE  WITH 

2  STEPS  F  2 

A1 

BO 

G1 

A3 

BO 

P  6 

AO 

2.00 

3 

CUT  CORNERS  ON 

SHEETMETAL  AT 

WORKTABLE  2 

CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE 

PF 

2  ( 

4  5 

6  7 

) 

A1  BO 

G1  ( A1  BO 

P3 

C3 

)A1 

BO 

PI 

AO 

(2) 

1.00 

4  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  AT  WORKTABLE  3 

STRIKES  USING  HAHMER ' AT  WORKTABLE  AND  ASIDE  PF  2  (45 

6  7  ) 


A1  BO 

G1 

(A1 

BO 

PO  F  6 

)A1 

BO 

PI 

AO  (2) 

1.00 

REPLACE 

SHEETMETAL 

FROM 

WORKTABLE  TO  CART  AT 

WORKTABLE 

WITH-4 

STEPS  . 

A1 

BO  G1 

A6 

BO 

P3 

AO 

1.00 

MOVE  CART  FROM 

WORKTABLE 

TO 

LAPOUT 

A1 

BO  G1 

A54 

BO 

PI 

AO 

1.00 

TOTAL  TMU 


110. 

220. 

180. 

180. 

110. 

570. 

1370. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  FORM.  LAP  SEAM  ON  ROUND  DUCT 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  RODUCT.M53 

FORM  LAP  SEAM  ON  ROUND  DUCT  SECTION  WITH  LAPOUT  (ROTARY  MACHINE) 
AT  SHEETMETAL  SHOP 

PER  ROUND  DUCT  OFG :  4  01-JUN-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  20  GAUGE  GALV.  SHEETMETAL 

*  10'  DIAMETER  ROUND  DUCT  48'  LG 

*  FORM  LAP  RIVET  SEAM 

*  LAP  OUT  END  FLANGE 
FITTER  BEGINS  AT  LAPOUT 


1 

PLACE  SHEETMETAL  FROM  CAART  AT 

LAPOUT  TO  LAPOUT 

WITH  4 

STEPS 

A1  BO 

G1 

A6 

BO  P3 

AO 

1.00 

110 

2 

PUSH  LAPOUT-SWITCH  PROCESS 

A1  BO 

G1 

Ml 

XI 6  10 

AO 

1.00 

190 

3 

POSITION  SHEETMETAL  FROM  LAPOUT 

’  TO 

LAPOUT  WITH 

3  STEPS 

A1  BO 

G1 

A6 

BO  P  6 

AO 

1.00 

140 

4 

PUSH  LAPOUT-SWITCH  PROCESS 

A1  BO 

G1 

Ml 

XI 6  10 

AO 

1.00 

190 

5 

REPLACE  SHEETMETAL  FROM  LAPOUT 

TO  CART 

AT  LAPOUT  WITH 

4  STEPS 

A1  BO 

'  G1  A6 

BO  P3 

AO 

1.00 

110 

6 

MOVE  CART  FROM  LAPOUT  TO  ROLLER 

A1  BO 

G1 

A10 

BO  PI 

AO 

1.00 

130 

TOTAL 'TMU  870. 

Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ? 


Z  6  so 


File  Description  ?  FORM  ROUND  DIAMETER  FOR  ROUND  DUCT 
Output  to  line-printer  <Y  or  N>  ?  N 

(39  ]_) 

FIT  '  .Wll  RODUCT.M54 

FORM  ROUND  DIAMETER  FOR  ROUND  DUCT  WITH  ROLLER  (ROLL  FORMER)  AT 
SHEETMETAL  SHOP 

PER  ROUND  DUCT  OFG :  4  Ol-JUN-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  20  GAUGE  GALV.  SHEETMETAL 

*  10'  DIAMETER  ROUND  DUCT  48'  LG 
FITTER  BEGINS  AT  ROLLER 

1  MOVE  MALLET  FROM  TOOLROOM  TO  ROLLER 

A54  BO  G1  A54  BO  PI  AO  1.00  1100. 

2  POSITION  SHEETMETAL  FROM  CART  AT  ROLLER  TO  ROLLER  WITH 

4  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

3  FASTEN  [KINK]  SHEETMETAL  AT  ROLLER  2  STRIKES  USING 

MALLET  AT  ROLLER  AND  ASIDE  PF  50  (4567) 

A1  BO  G1  ( A1  BO  PO  F 6  )  A1  BO  PI  AO  (50)  1.00  3540  . 

4  POSITION  SHEETMETAL  FROM-ROLLER  TO  ROLLER  WITH  3  STEPS 

F  4 


A1 

BO 

G1 

A6 

BO 

P  6 

AO 

4.00 

560 

5 

FASTEN  BOLT  [ROLLS]  TO 

SHEETMETAL  AT  ROLLER 

3 

WRIST-TURNS  USING  HAND 

F  8 

A1  BO  G1  A1 

BO 

PI 

F  6 

AO 

BO 

PO 

AO 

8.00 

800 

6 

PUSH  ROLLER-BUTTON  PROCESS  F 

8 

A1 

BO 

G1 

Ml 

X96 

10 

AO 

8.00 

7920 

7 

REPLACE  SHEETMETAL  FROM 

ROLLER 

TO  CART 

AT  ROLLER  WITH 

4  STEPS 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

8 

MOVE  CART  FROM  ROLLER  TO  WORKTABLE 

A1 

BO 

G1 

A54  B3 

PI 

AO 

1.00 

600 

TOTAL 

TMU 

14770 

Tape  B » EM » CT » EW » EX  >  L » LB  *  LS » M » T  >  W  <or  H  for  help>  ?: 


File  Description  ?  RIVET  ROUND  DUCT  SECTION 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  RODUCT.M55 

RIVET  ROUND  DUCT  SECTION  WITH  RIVET  GUN  AT  SHEETMETAL  SHOP 
PER  ROUND  DUCT  OFG :  4  26-JUL-83 

NASSCO  SHEETMETAL  SHAPE  4 

*  20  GAUGE  GALV,  SHEETMETAL 

*  10'  DIAMETER  ROUND  DUCT  48'  LG 

*  SEAL  RIVET  HEADS  AND  SEAM  WITH  SEALANT 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

2  PLACE  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  P3  AO 

3  MARK  SHEETMETAL. FROM  RIVET-HOLE-GUIDE  AT  WORKTABLE  1 

DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  38  (  4 

5  6  7) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (38) 

4  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AT  WORKTABLE  AND  ASIDE  PF  2  (  4 . 5  6  7  ) 

A1  BO  G1  ( A1  BO  P3  Cl  >A1  BO  FI  AO  (2) 

5  FASTEN  5-32DRILL-BIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 
A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO 

6  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH,  3  STEPS  F  38 

A1  BO  G1  A6  BO  P6  AO 

7  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  38 

A1  BO  G1  M6  X6  10-  AO 

8  POSITION  RIVET  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  1  STEP  F  38 

A1  BO  G1  A3  BO  P6  AO. 

9  POSITION  RIVETGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  38 

A1  BO  G1  A6  BO  P6  AO 

10  OPERATE  RIVETGUN  AT  WORKTABLE  PROCESS  F  38 

A1  BO  G1  M6  X3  10  A0 

11  POSITION  CAULKINGGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  42 

A1  B0  G1  A3  B0  P6  A0 

12  GRIP  SEALANT  TO  SHEETMETAL  AT  WORKTABLE  USING 

CAULKINGGUN  AT  WORKTABLE  AND  ASIDE  PF  42  (4567) 

A1  B0  G1  ( A1  B0  P3  Cl  )  A1  B0  PI  A0  (42) 

13  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

A0  B0  GO  A0  B0  P0  T10  A0  B0  P0  A0 


1.00 

1.00 

1.00 

1.00 

1.00 

38.00 

38.00 

38.00 

38.00 

38.00 

42 . 00 

1.00 

1.00 


TOTAL  TMU 


110. 

60. 

1940. 

140. 

140. 

5320. 

5320. 

4180. 

5320. 

4180. 

4620. 

2140. 

100. 

33570. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help)  ? 


5* 


File  Description  ?  MARK  OUT  5  GORED  ELBOW 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  GELBOW- 

MARK  OUT  SHEETMETAL  FOR  5  GORED  ELBOW  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  GORED  ELBOW  OFG :  4  23-MAY-83 

NASSCO  SHEETMETAL  SHAFE  5 

*  18  GAUGE  GALV.  SHEETMETAL 

*  5'  DIAMETER  5  GORED  ELBOW 

*  MARK  OUT  ELBOW  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  5 

Al  BO  G1  Al  BO  P  6  AO  5.00  450. 

2  GRIP  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AND  ASIDE  PF  5  (4567) 

Al  BO  G1  (Al  BO  P3  Cl  )  Al  BO  PI  AO  (5)  1.00  290. 

3  MARK  OUTLINES  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE 

1  DIGIT  USING  AWL  AND  ASIDE  PF  10  (4567) 

Al  BO  G1  (Al  BO  PI  R3  )  Al  BO  PI  AO  (10)  1.00  540. 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  34 

Al  BO  G1  Al  BO  P  6  AO  34.00  3060. 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  F  34. 

Al  BO  G1  Al  BO  PO  F3  Al  BO  PI  AO  34.00  2720. 

6  MARK  CUT  LINES  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  10  (4 
5  6  7) 

Al  BO  G1  (Al  BO  PI  Rl 6  )  Al  BO  FI  A0  (10)  1.00  1840. 

7  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  99  (  4  5  6.7 

Al  BO.  G1  (Al  BO  PI  R3  )  Al  BO  PI  AO  (99)  1.00  4990. 

8  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  31  (4567 

Al  BO  G1  (Al  BO  PI  R3  )  Al  BO  Pi  A0  (31)  1.00  1590. 

9  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

Al  BO  G1  A6  BO  P3  AO  2100  220. 

10  MOVE  CART  FROM  WORKTABLE  TO  SMALLSHEAR 

Al  BO  G1  A67  BO  PI  AO  1.00  700. 


TOTAL  TMU  16400. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  Cor  H  for  help)  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  5  GORED  ELBOW 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  ill  G  E  L  B  0  W 

SHEAR  SHEETMETAL  FOR-5  GORED  ELBOW  WITH  SMALL  8FT,  SHEAR  AT 
SHEETMETAL  SHOP 

PER  GORED  ELBOW  OFG :  4  2 3 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  5 

*  18  GAUGE  GALV.  SHEETMETAL 

*  5'  DIAMETER  5  GORED  ELBOW 
FITTER  BEGINS 'AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

F  2 

Al  BO  G1 

Ml 

X6 

10 

AO 

2.00 

180 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  WITH 

2  STEPS 

Al  BO  G1 

A3 

BO 

P  6 

AO 

1.00 

110 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

Al  BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR  ' 

TO  CART 

AT 

SMALLSHEAR  WITH  12  STEPS  F  2 

Al  BO  G1 

A2  4 

BO 

P3 

AO 

2.00 

580 

6 

MOVE  CART  FROM  SMALLSHEAR  TO  WORKTABLE 

Al  BO  G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL 

TMU 

1970 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  Cor  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  5  GORED  ELBOW 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  •  Wll  GELBOW  .822 

SHEAR  SHEETMETAL  FOR  5  GORED  ELBOW  WITH  UNI-SHEAR  AT  SHEETMETAL 

SHOP 

PER  GORED  ELBOW  OFG :  4  23-MAY-83 

NASSCO  SHEETMETAL  SHAPE  5 

*  18  GAUGE  GALV.  SHEETMETAL 

*  5'  DIAMETER  5  GORED  ELBOW 

*  SHEAR  RADIUS  ON  GORES 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  F  2 


A1  BO  G1  A6 

BO 

P3 

AO 

2.00 

220 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96 

B3 

PI 

AO 

1.00 

1970 

3  OPERATE 

UNISHEAR  ON  SHEETMETAL  PROCESS  F 

5 

A1  BO  G1  M6 

X17310 

AO 

5.00 

9050 

4  FASTEN 

[FLATTEN]  CORNERS  ON  SHEETMETAL  AT 

WORKTABLE 

3 

STRIKES 

1  USING  HAMMER- AND  ASIDE  PF  20  (4 

5  6 

7 

) 

A1  BO  G1  ( A1  BO  PO  F6  )  A1 

BO 

PI 

AO 

(20) 

1.00 

1440 

5  REPLACE 

SHEEMETAL2  FROM  WORKTABLE  TO  CART 

AT 

WORKTABLE 

WITH  4 

STEPS  F  2 

A1  BO  G1  .  A6 

BO 

P3 

AO 

2.00 

220 

6  MOVE  CART  FROM  WORKTABLE  TO  ROLLER 

A1  BO  G1  A54 

BO 

PI 

AO 

1.00 

570 

TOTAL  TMU 

13470 

Type  D, EM, CT, EW, EX, L, LD, LS ,  T,  W  <or  H  for  help>  ? 


File  Description  ?  FORM  SHEETMETAL  FOR  5  GORED  ELBOW 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  GELBOW .  M2  3 

FORM  SHEETMETAL  FOR  5  GORED  ELBOW  WITH  ROLLER  (ROLL  FORMER)  AT 
SHEETMETAL  SHOP 

PER  GORED  ELBOW  OFG :  4  2 4 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  5 

*  18  GAUGE  GALV.  SHEETMETAL 

*  5'  DIAMETER  5  GORED  ELBOW 

*  ROLL  UP  GORES  TO  5'  DIAMETER 
FITTER  BEGINS  AT  ROLLER 


1PLACE  SHEETMETAL2  FROM  CART  AT  ROLLER  TO  ROLLER  WITH  4 
STEPS  F  5 


A1  BO 

G1 

A6 

BO 

P3 

AO 

5.00 

550 

2 

FASTEN  NUT  [ROLLS]  TO  SHEETMETAL  AT 

ROLLER 

5 

WRIST-TURNS  USING  HAND  F  23 

A1  BO  G1  A1  BO  PI 

F10 

AO 

BO 

PO 

AO 

23.00 

3220 

3 

PUSH  ROLLER-BUTTON  PROCESS  F  40 

A1  BO 

G1 

Ml 

X96 

10 

AO 

40.00 

39600 

4 

REPLACE  SHEETMETAL2  FROM  ROLLER 

TO  CART 

AT  ROLLER  WITH 

4  STEPS  F  5 

A1  BO 

G1 

A6 

BO 

P3 

AO 

5.00 

550 

5 

MOVE  CART  FROM  ROLLER  TO  WELDOUT 

A1  BO 

G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL 

TMU 

44650 

Type  D,  EM,  CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help)  ? 


£0,0  v  ° 


File  Description  ?  ASSEMLE  5  GORED  ELBOW 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  #  Wll  GELBOW.M25 

ASSEMBLE  5  GORED  ELBOW  WITH  TACK  WELDER  AT  SHEETMETAL  SHOP 
PER  GORED  ELBOW  OFG:  4  2 4 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  5 

*  18  GAUGE  GALV.  SHEETMETAL 

*  5'  DIAMETER  5  GORED  ELBOW 

*  CLAMP  SHEETMETAL  GORES  TOGETHER  AND  — 

*  —  TACK  WELD 

*  MOVE  TO  WELD  BOOTH  AREA 

*  COMPLETE  IN  MWELD . . SEE  GELBOW.M25 
FITTER  BEGINS  AT  WELDOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  WELDOUT  TO  WELDOUT  WITH 
4  STEPS  F  2 


A1  BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220. 

2 

HOVE  CCLAMP  FROM  WORKTABLE  TO  WELDOUT 

A54  B3 

G1 

A54 

B3 

PI 

AO 

1.00 

1160. 

3 

GRIP  SHEETMETAL  TO 

SHEETMETAL  AT  WELDOUT  USING 

CC LAMPS  AND  ASIDE  PF.10  (  4  5  6 

7  ) 

A1  BO  G1 

( A1  BO  P3 

01 

)A1 

BO 

PI 

AO  (10 

)  1.00 

540. 

4 

POSITION  TACKWELDER 

FROM  WELDOUT 

TO 

SHEETMETAL 

AT 

WELDOUT  F  99 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

99.00 

8910 

5 

POSITION  TACKWELDER 

FROM  WELDOUT 

TO 

SHEETMETAL 

AT 

WELDOUT  F  16 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

16.00 

1440. 

6 

REPLACE  SHEETMETAL  FROM  WELDOUT 

TO  ( 

SART 

AT 

WELDOUT 

WITH  4  STEPS  F  2 

A1  BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220  . 

7 

MOVE  CART  FROM  WELDOUT  TO  WORKTABLE 

A1  BO 

G1 

A54 

B3 

PI 

AO 

1 . 00 

600. 

TOTAL 

TMU 

13090. 

71^30 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  (or  H  for  help>.  ? 


File  Description  ?  WELD  5  GORED  ELBOW 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

WELD  '  .W01  GELBOW . M2 5 

weld  5  GORED  elBow  with  TIG-WELDER  at  ShEEtmETal  shop 
WELDING  BOOTH 

*  PER  GORED  ELBOW  OFG :  4  14-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  5 

*  18  GAUGE  GLAV.  SHEETMETAL 

*  5'  DIAMETER  5  GORED  ELBOW 

*  WELDING  DONE  IN  WELD  BOOTH 

*  GAS  TUNGSTEN  ARC  WELDING 

*  WORK  PERFORMED  BY  WELDOR 

*  FITTER  TRANSPORTS  SHEETMETAL  ASSEMBLY 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  FITTER  MOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEM1BLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32  1.00  370. 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  ON  AT  WELDMACHINES 

A1  BO  G1  Ml  XO  10  A1  1.00  40. 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 

WRIST-TURN  USING  HAND 

A1  B0  G1  A1  B0  PI  F3  A0  B0  PO  A0  1.00  70. 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  To  ON  AT  WELDMACHINES 

A1  B0  G1  M3  X0  10  A1  1.00  60. 

8  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  4 

A3  B3  G1  A1  B0  P6  A0  4.00  560. 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  4 

A1  B0  G1  Ml  X10  10  A0  4.90  520. 

10  WELDOR  POSITION  WELDROD  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  (F  12) 

A1  B0  G1  A1  B0  P 6  A0  12.00  1080  . 

11  PULL  WELDHOOD  FROM  LUP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  4 

A1  B0  G1  Ml  X0  10  A1  4.00  160. 

12  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  _ _ SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND<F  12 

A1  B0  G1  A1  B6  P  6  A0  12.00  1800. 

13  OPERATE  WELD  STINGER-BUTTON1  PROCESS  F  20 

A1  B0  G1  M6  X81  10  A0  20.00  17800. 

14  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  4 

A1  B0  G1  Ml  X0  10  A1  4.00  160. 

15  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  1  ARM-STROKE 
USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF  50  (4567 


&£<z./8o uj  war 

)  F  4 


A1  BO  G1  ( A1  BO 

PI 

Cl  >A1  BO 

PI 

AO  (50 

)  4.00 

6160 

REPLACE  SHEETMETAL  ASSEMBLY 

FROM 

WELDTABLE  TO 

i  CART  AT 

WELDTABLE  WITH  4  STEPS 

A1 

BO 

G1  A6  BO 

P3 

AO 

1.00 

110 

FITTER  HOVE  CART  FROM  WELDTABLE 

TO  WORKTABLE 

A1 

BO 

G1  A131B0 

PI 

AO 

1.00 

1340 

TOTAL 

TMU 

31820 

Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ? 


7?  5 


S  /<?  "&/A  *_  A7A  OCJ 


FaA 

/  ££,$9  0 

-  74  Af/tJ . 

M A- A.  6v/ 

/  £36  6 

7  Shu. 

U/zLD 

6  5.4&0 

39  rt/AJ, 

To^aL  Tm>. 

24  4  C 

/2  ?  M/fJ 

_T  $#tr. 


Please  input  file  <GELBOW.M01>  ? 


File  Description  ?  MARK  OUT  5  GORED  ELBOW 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  '  .  W08  GELBOW.MOl 

MARK  OUT  SHEETMETAL  FOR  5  GORED  ELBOW  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  GORED  ELBOW  OFG :  4'  31-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #5 

*  HULL  414 

*  DRAWING  501-073 

*  V6-5493 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12 ' DIA.  ELBOW  WITH  12 'RADIUS 

*  MARK  OUT  ELBOW  WITH  STANDARD  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  4  STEPS  F  5 


A1 

BO 

G1 

A6 

BO 

P  6 

AO 

5.00 

700 

GRIP  TEMPLATE  TO  SHEETMETAL 

AT 

WORKTABLE 

USING 

VISEGRIPS  AND  ASIDE  PF  5  ( 

4  5 

6  7 

) 

A1  BO  G1  ( A1  BO 

P3 

Cl 

)A1 

.BO 

PI 

AO 

(5) 

1.00 

290 

MARK  OUTLINES  FROM  TEMPLATE 

TO 

SHEETMETAL  AT 

WORKTABLE 

1  DIGIT  USING  AWL  AND  ASIDE 

PF 

10  ( 

4  5 

6  7 

) 

A1  BO  G1  ( A1  BO 

PI 

R3 

)A1 

BO 

PI 

A6 

(10) 

1.00 

540 

POSITION  CPUNCH  FROM  WORKTABLE 

TO  SHEETMETAL 

AT 

WORKTABLE  WITH  4  STEPS 

A1 

BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140 

FASTEN  CPUNCH  TO  SHEETMETAL 

AT 

WORKTABLE 

1  STRIKE  USING 

HAMMER  AND  ASIDE  PF  34  (4 

5  6 

7  ) 

A1  BO  G1  ( A1  BO 

PO 

F3 

)A1 

BO 

PI 

AO 

(34) 

1.00 

1400 

6  MARK  CUT  LINES  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE 
5  DIGITS  USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  10  (4 

5  6  7) 


A1  BO  G1  (A1  BO  PI  R16  )  A1  BO  PI  AO  (10)  1.00  1840. 

7  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  65  <  4  5  6  7 
>  F  2 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (65)  2.00  6580. 

8  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

9  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO  1.00  700. 


TOTAL  TMU  12300. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  (or  H  for  help>  ? 


Please  input  file  <GELBOW.M02  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  5  GORED  ELBOW 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3) 

FIT  '  . W08  GELBOW . MO 2 

SHEAR  SHEETMETAL  FOR  5  GORED  ELBOW  WITH  SMALL  SHEAR  ( 8FT .  SHEAR) 
AT  SHEETMETAL  SHOP 

PER  GORED  ELBOW  OFG :  4  31 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #  5 

*  HULL  414 

*  DRAWING  501-073 

*  V6-54493 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12 ' DIA.  ELBOW  WITH  12 'RADIUS 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS 


A1 

BO  G1 

A6 

BO 

P  6 

AO 

1.00 

140 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  WITH 

4  STEPS 

A1 

BO  G1 

A6 

BO 

P  6 

AO 

1.00 

140 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR  ' 

TO  CART 

AT 

SMALLSHEAR  WITH  4  STEPS 

A1 

BO  G1 

A6 

BO 

P3 

AO 

1.00 

110 

6 

MOVE  CART  FROM  SMALLSHEAR  TO 

WORKTABLE 

A1 

BO  G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL 

TMU 

1300 

Type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  <GELBOW.M03  ? 


File  Description  ?  SHEAR  RADIUS  FOR  5  GORED  ELBOW 
Output  to  line-printer  <Y  or  N>  ?  N 

(  39?  3) 

FIT  .  W08  GELBOW .  MO  3 

SHEAR  SHEETMETAL  RADIUS  FOR  5  GORED  ELBOW  WITH  UNI-SHEAR  Al- 
SHEETMETAL  SHOP 

PER  GORED  ELBOW  OFG :  4-  31 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #5 

*  HULL  414 

*  DRAWING  501-073 

*  V6-5493 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12  '  DIA.  ELBOW  WITH  12 'RADIUS 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS 


A1  BO  G1  A6 

BO 

P3 

AO 

1.00 

110 

2 

MOVE  UNI 

-SHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96 

B3 

PI 

AO 

1.00 

1970 

3 

OPERATE 

UNISHEAR  ON  SHEETMETAL  PROCESS  F 

12 

A1  BO  G1  M6 

X17310 

AO 

12.00 

21720 

4 

FASTEN  ( 

FLATTEN  )  CORNERS  ON  SHEETMETAL 

AT  WORKTBLE 

3 

STRIKES 

.USING  HAMMER  AND 

ASIDE  PF  20  (4 

.5  6 

7  ) 

A1  BO  G1  ( A1 

BO  PO  F  6  )A1 

BO 

PI 

AO  - 

(20) 

1.00 

1440 

5 

REPLACE 

SHEETMETAL  FROM 

WORKTABLE  TO  CART  AT 

WORKTABLE 

WITH  4 

STEPS 

A1  BO  G1  A6 

BO 

P3 

AO 

1.00 

110 

6 

MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE 

TO 

ROLLER 

A1  BO  G1  A54 

BO 

PI 

AO 

1.00 

570 

TOTAL  TMU  25920. 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  (or  H  for  help>  ? 

/ 


Type  D, EM, CT, EW, EX, L,  LD,  LS 


Please  input  file  (GELBOWM.  04  ? 


File  Description  ?  FORM  12 'DIAMETER  ON  ELBOW  GORES 


OutPut  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3) 

FIT  .  W08  GELBOW . MO 4 

FORM  SHEETMETAL  FOR  12'  DIAMETER  ELBOW  GORES  WITH  ROLLER  AT 
SHEETMETAL  SHOP 

PER  GORED  ELBOW  OFG :  4  31 -MAR- 8  3 

NASSCO  SHEETMETAL  SHAPE  #  5 

*  HULL  414 

*  DRAWING  501-073 

*  06-5493 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12 ' DIA.  ELBOW  WITH  12'  RADIUS 

*  ROLL  UP  5  GORES  TO  12'  DIA.  ON  ROLLER 
FITTER  BEGINS  AT  ROLLER 


1  PLACE  SHEETMETAL  FROM  CART  AT  ROLLER  TO  ROLLER  WITH  4 
STEPS 


A1  B0 

G1 

A6 

B0 

P3 

A0 

1.00 

110 

2 

FASTEN  NUT  [ROLLS] 

TO  SHEETMETAL  AT 

ROLLER 

5 

WRIST-TURNS  USING 

HAND  F  23 

A1  B0  G1 

A1  B0  PI 

F10 

A0 

B0 

P0 

A0 

23.00 

3220 

3 

PUSH  ROLLER-BUTTON 

PROCESS  F  40 

A1 .  B0 

G1 

Ml 

X96 

10 

A0 

40.00 

39600 

4 

ReplaCE  SHEETMETAL2 

FRoM  ROLLER 

TO 

CARt 

AT 

Roller  WIth 

4  STEPS 

A1  B0 

G1 

A6 

B0 

P3 

A0 

1.00 

110 

5 

MOVE  CART  WITH  SHEETHETAL2  FROM 

ROLLER  TO  WELDOUT 

A1  B0 

G1 

A67 

B3 

PI 

A0 

1.00 

730 

TOTAL  TMU  43770. 

Type  D, EM, CT, EW, EX, L,LD,LS,M,T,W  <or  H  for  help>.  ? 


70,9  90 


Please,  input  file  (GELBOW.M05  ? 


File  Description  ?  ASSEMBLE  5  GORED  ELBOW 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  '  . W08  GELBOW.M05 

ASSEMBLE  SHEETMETAL  FOR  5  GORED  ELBOW  WITH  TACK  WELDER  AT 
SHEETMETAL  SHOP 

PER  GORED  ELBOW  OFG :  4  31 -MAR- 8  3 

NASSCO  SHEETMETAL  SHAPE  #5 

*  HULL  414 

*  DRAWING  501-073 

*  V6-5493 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12 ' DIA.  ELBOW  WITH  12 'RADIUS 

*  ASSEMBLE  5  GORED  ELBOW  WITH  TACK  WELDS 

*  THIS  ELBOW  COMPLETE  WITH  MWELD  FOR  (MO 61 
FITTER  BEGINS  AT  WELDOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  WELDOUT  TO  WELDOUT  WITH 
4  STEPS  F  3 


A1  B0  G1  A6 

B0 

P3 

AO 

3.00 

330 

2 

MOVE  CCLAMPS  FROM  WORKTABLE  TO  WELDOUT 

A54  B3  G1  A54 

B3 

PI 

AO 

1.00 

1160 

GRIP  SHEETMETAL  TO 

SHEETMETAL  AT  WELDOUT  USING 

CCLAMPS 

AND  ASIDE 

PF  10  (4567) 

A1  B0  G1 

( A1  B0  P3  Cl  )A1  B0 

PI 

AO 

(10) 

1.00 

540 

4 

POSITION 

TACKWELDER 

.  FROM  WELDOUT  TO  SHEETMETAL 

AT 

WELDOUT 

PF  3  (45 

6  )  F  96 

A1  B0  G1  ( A1  B0 

P  6 

)  AO 

(3) 

96.00 

22080 

5 

OPERATE 

TACKWELDER 

AT  WELDOUT  PROCESS  F 

96 

A1  B0  G1  M6 

X3 

10 

AO 

96.00 

10560 

6 

OPERATE 

TACKWELDER 

AT  WELDOUT  PROCESS  F 

96 

A1  B0  G1  M6 

X3 

10 

AO 

96.00 

10560 

7 

OPERATE 

TACKWELDER 

AT  WELDOUT  PROCESS  F 

96 

All  B0  G1  M6 

X3 

10 

AO 

96.00 

10560 

a 

REPLACE 

SHEETMETAL 

FROM  WELDOUT  TO  CART 

AT 

WELDOUT 

WITH  4 

STEPS 

A1  B0  G1  A6 

B0 

P3 

AO 

1.00 

110 

TOTAL  TMU  55900 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


126,890 


File  Description  ?  WELD  5  GORED  ELBOW 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

WELD  #  W01  GELBOW .  MO 6 

WELD  5  GORED  ELBOW  WITH  TIG-WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  GORED  ELBOW  OFG :  4  14-JUL-83 

WELDING  FOR  NASSCO  SHEETMETAL  SHAPE  5 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12 'DIAMETER  90  DEGREE  ELBOW  WITH— 

*  —12'  RADIUS 

*  GAS  TUNGSTEN  ARC  WELDING  DONE  IN  WELD— 

*  —AREA  BOOTH 

*  FITTER  TRANSPORTS  SHEETMETAL  ASSEMBLY 

*  WORK  PERFORMED  BY  WELDOR 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  FITTER  HOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS 

A1  B0  G1  A6  B0  P3  A0  1.00  110. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  B0  G1  Ml  X0  10  A32  1.00  370. 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  ON  AT  WELDMACHINES 

A1  B0  G1  Ml  X0  10  A1  1.00  40. 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINE  1 

WRIST-TURN  USING  HAND 

A1  B0  G1  A1  B0  PI  P3  A0  B0  P0  A0  1.00  70. 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINE  TO  ON  AT  WELDMACHINE 

A1  B0  G1  M3  X0  10  A1  1.00  60. 

8  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  8 

A3  B3  G1  A1  B0  P6  A0  8.00  1120. 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  8 

A1  B0  G1  Ml  X10  10  A0  8.00  1040. 

10  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLED 

A1  B0  G1  A1  B0  P  6  A0  8.00  720. 

11  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  4 

A1  B0  G1  Ml  X0  10  A1  4.00  160. 

12  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  8 

A1  B0  G1  A1  B6  P  6  A0  8.00  1200. 

13  OPERATE  WELDING  STINGER-BUTTON1  PROCESS  F  48 

A1  B0  G1  M6  X81  10  A0  48.00  42720. 

1  4  WELDOR  PUSH  WELDHOOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT 
WELDOR  F  4 

A1  B0  G1  Ml  X0  10  A1  4.00  160. 


(J-  Co 


15  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  1  ARM-STROKE 

USING  WIREBRAUSH  AT  WELDTABLE  AND  ASIDE  PF  50  (456 

7  )  F  8 

A1  BO  G1  ( A1  BO  PI  Cl  )A1  BO  PI  AO  (50)  8.00 

16  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  1  ARM-STROKE 

USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF  80  (4567 

A1  B0  G1  ( A1  B0  PI  Cl  )A1  B0  PI  A0  (80)  l.oo 

17  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4  STEPS 

A1  B0  G1  A6  B0  P3  A0  1.00 

18  FITTER  MOVE  CART  FROM  WELDTABLE  TO  WORKTABLE 

A1  B0  G1  A131B0  PI  A0  1.00 


TOTAL  TMU 


Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ? 


12320 

2440 

110 

1340 

65460 


uuuu 


Type  D, EM, CT, EW, EX, L, LD, L 


Please  input  file  <0S2RND..M01  ? 


File  Description  ?  MARK  OUT  OFFSET  SQUARE  TO  ROUND 
Ouput  to  line-winter  <Y  or  N>  ?  N 
(  39,  3) 

FIT  '  . W08  0S2RND  .  .M01 

MARK  OUT  SHEETMETAL  FOR  OFFSET  SQUARE  TO  ROUND  WITH  AWL  AT 
SHEETMETAL  SHOP 

PER  OFFSET  SQUARE  TO  ROUND  OFG :  4  31-MAR-83 

NASSCO  SHEETMETAL  SHAPE'  16 

*  HULL  418 

*  DRAWING  501-082 

*  V2-82008 

*  V6-1542 

*  20  GAUGE  GALV.  SHEETMETAL 

*  7 ' X3 ' TO  5'DIA.  SQUARE  TO  ROUND  14 'L 

*  OFFSET  10  1/2' 

*  MARK  OUT  SQUARE  TO  ROUND  WITH  A  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1 

PLACE  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

2.00 

220 

2  POSITION  2. WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  AT 
WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO 

2.00 

280 

3 

MARK  OUTLINES  FROM  TEMPLATES  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (16) 

1.00 

2920 

4 

POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  38 

A1  BO  G1  A1  BO  P  6  AO 

38.00 

3420 

5 

FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 
HAMMER  AND  ASIDE  PF  38  (4567). 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (38) 

1.00 

1560 

6 

REPLACE  2  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO 

WORKTABLE  WITH  4  STEPS  F  2 

A1  B0  G1  A6  BO  P3  AO 

2.00 

220 

7 

REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 
WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

2.00 

220 

8 

MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  (A1  BO  PI  R16  )  A1  BO  PI  A0  (16) 

1.00 

2920 

9 

MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  HOLD  F  60 

A1  BO  G1  A1  BO  PI  R3  AO  BO  PO  AO 

60.00 

4200 

10 

MOVE  BLACKPEN  FROM  FITTER  TO  SHEETMETAL  AT  WORKTABLE 

A1  BO  G1  A1  BO  PI  AO 

1.00 

40 

11 

MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

2640. 


A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52)  1.00 

12  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (2)  1.00  720. 

13  MARK.  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (4)  1.00  240. 

14  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00  280. 

15  HARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (2)  1.00  400. 

16  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (2)  1.00  400. 

17  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

18  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  B0  G1  A67  B0  PI  A0  1.00  700. 


TOTAL  TMU  21490. 


Type  D, EM, CT, EW, EX, L, LD, L, M, T, W  <or  H  for  help>  ? 


Please  input  file  <0S2RND.M02>  ? 


le  Description  ?  SHEAR  OFFSET  SQUARE  TO  ROUND 


Output  to  line-printer  <Y  or  N>  ?  N 


(39 

FIT 


3) 

. W08  OS2RND  ,j 

SHEAR  SHEETMETAL  FOR  OFFSET  SQUAR?"'rO 


ARtrTO 


SMALL  8  FT.  SHEAR  AT  SHEETMETAL  SHOP 
PER  OFFSET  SQUARE  TO  ROUND 

NASSCO  SHEETMETAL  SHAPE  #6 


ROUND  WITH 


OFG :  4 


*  HULL  418 

*  DRAWING  501-082 

*  ' J2-82008 

*  V6-1542 

*  20  GAUGE  GALV.  SHEETMETAL 

*  7 ' X3 '  TO  5'  DIA.  SQUARE  TO  ROUND' 14 'L 

*  OFFSET  10  1/2' 

FITTER  BEGINS  AT  SMALLSHEAR 


31 -MAR- 8 3 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS 


A1 

BO 

G1 

A6 

BO 

P  6 

A0 

1.00 

140 

2 

PUSH 

FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO 

G1 

Ml 

X6 

IO 

A0 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO  SMALLSHEAR  F  7 

A1 

BO 

G1 

A1 

BO 

P  6 

A0 

7.00 

630 

4 

PUSH 

FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  7 

A1 

BO 

G1 

Ml 

X6 

IO 

A0 

7  .  oo 

630 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  16 'STEPS 

A1 

B0 

G1 

A32 

BO 

P3 

A0 

1.00 

370 

6 

MOVE 

CART  WITH  SHEETMETAL  FROM 

SMALLSHEAR  TO  WORKTABLE 

A1 

BO 

G1 

A67 

B3 

PI 

A0 

1.00 

730 

TOTAL  TMU  2590 


Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  for  help>  ? 


Please  input  file  <OS2RND.M03>  ? 


file  Description  ?  SHEAR  RADIUS  FOR  OFFSET  SQUARE  TO  ROUND 


Output  to  line-printer  <Y  or  N>  ?  N 


39*  3) 

FIT  .  W08  0S2RND 

SHEAR  SHEETMETAL  for  OFFSET'  SQUA 
AT  SHEETMETAL  SHOP 
PER  OFFSET  SQUARE  TO  ROUND 

NASSCO  SHEETMETAL  SHAPE  #  6 

*  HULL  418 
DRAWING  501-082 
V2-82008 
V6-1542 

20  GAUGE  GALV.  SHEETMETAL 
7 ' X3 ' TO  S'DIA.  SQUARE  TO  ROUND 
14'  L  OFFSET  (OFFSET  10  1/2') 

SHEAR  RADIUS  ON  2  HALVES  OF  OS2RND 

*  OS2RND  =  OFFSET  SQUARE  TO  ROUND 
FITTER  BEGINS  AT  WORKTABLE 


TO  ROUND  RADIUS 


OFG : 


WITH  UNI-SHEAR  . 
31 -MAR- 8 3 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  . 


A1 

BO 

G1  A6  BO  P3 

AO 

1.00 

110 

MOVE  UNISHEAR2 

FROM 

TOOLROOM 

TO 

WORKTABLE 

A9  6 

BO 

G1  A96  B3  PI 

AO 

1.00 

1970 

OPERATE  UNI SHEAR  AT 

WORKTABLE 

PROCESS  F  4 

A1 

BO 

G1  M6  X173IO 

AO 

4.00 

.7240 

CUT  CORNERS  ON 

SHEETMETAL  AT 

WORKTABLE  1  CUT  USING 

SNIPS  AT  WORKTABLE 

AND  ASIDE 

PF 

20  (4567) 

A1  BO 

G1 

( A1  BO 

P3 

Cl  )  A1  BO  PI 

A0  (20) 

1.00 

1040 

5  FASTEN  (  FLATTEN  )  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  3 
STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4 
5  6  7) 


A1  BO 

G1  ( A1 

BO 

PO  F  6 ) 

A1  BO  PI  A0  (12) 

1.00 

880 

REPLACE 

SHEETMETAL2 .FROM 

WORKTABLE  TO 

CART  Al-  WORKTABLE 

WITH 

4 

STEPS 

A1 

BO  G1 

A6  B0  P3  A0 

1.00 

110 

MOVE 

CART  WITH 

SHEETMETAL2 

FROM  WORKTABLE  TO  LEAFBRAKE 

A1 

BO  G1 

A81  BO  PI  A0 

1.00 

840 

TOTAL  TMU  12190 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W<or  H  for  help>  ?- 


/  c  1  /  7  P 


Please  input  file  <OS2RND.M04>  ? 


File  Description  ?  BEND  RADIUS  FOR  OFFSET  SQUARE  TO  ROUND 


Output  to  line-Printer  <Y  or  N>  ?  N 


(39,  3) 

FIT  '  . W08  0S2RND .M04>? 

BEND  SHEETMETAL  RADIUS  FOR  OFFSET  SQUARE  TO . ROUND  WITH  LEAF  BRAKE 
AT  SHEETMETAL  SHOP 

PER  OFFSET  SQUARE  TO  ROUND  OFG :  4  31-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #  6 

*  HULL  418 

*  DRAWING  501-082 

*  V2-82008 

*  V6-1542 

*  20  GAUGE  GALV.  SHEETMETAL 

*  7 ' X3 ' TO  5'DIA.  SQUARE  TO  ROUND  14  'L 

*  OFFSET  10  1/2' 

*  ADJUST  ANGLE  ON  LEAFBRAKE  BEFORE  BENDING 
FITTER  BEGINS  AT  LEAFBRAKE 


1  PLACE  SHEETMETAL  FROM  CART  AT  LEAFBRAKE  TO  LEAFRRAKE 
WITH  4  STEPS  F  2 


A1  BO 

G1 

A6 

BO 

P3 

A0 

2.00 

220 

2 

MOVE  VISEGRIPS  FROM  WORKTABLE  TO 

LEAFBRAKE 

A81  B3 

G1 

A81 

BO 

PI 

A0 

1.00 

1670 

3 

GRIP  LEAFBRAKE  ADJUSTMENT  ROD  TO 

LEAFBRAKE  USING 

VISEGRIPS  AND  ASIDE 

A1  BO  G1  A1  BO  P3 

Cl 

A1 

BO 

PI 

A0 

1.00 

90 

4 

OPERATE  LEAFBRAKE-LEVER  PROCESS  E 

1  56 

A1  BO 

G1 

M6 

XI 6 

IO 

A0 

56.00 

13440 

5 

REPLACE  SHEETMETAL  FROM  LEAFBRAKE  TO  CART  AT 

'  LEAFBRAKE 

WITH  4STEPS  F  2 

A1  BO 

G1 

A1 

BO 

P3 

A0 

2.00 

120 

6 

MOVE  CART  WITH  SHEETMETAL  FROM  LEAFBRAKE  TO 

HAND-ROLLER  AT  WORKBENCH 

A1  BO 

GL 

A10 

B3 

PI 

A0 

1.00 

160 

TOTAL  TMU  15700. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


3  0  ,  4  8  0 


Please  input  file  <0S2RND,M0S>  ? 


file  Description  ?  FORM  COLLAR  FOR  OFFSET  SQUARE  TO  ROUND 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  '  . W08  0  S  2  R  N  D 

FORM  SHEETMETAL  FOR  OFFSET  SQUARE  TO  ROUND  COLLAR  WITH 
HAND  OPERATED  ROLLER  AT  SHEETMETAL  SHOP 

PER  OFFSET  SQUARE  TO  ROUND  OFG :  4  31-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #  6 

*  HULL  418 

*  DRAWING  501-082  . 

*  V2-82008 

*  V6-1542 

*  20  GAUGE  GALV,  SHEETMETAL 

*  7 . X3 '  TO  5'DIA.  SQUARE  TO  ROUND  14'  L 

*  OFFSET  10  1/2' 

FITTER  BEGINS  AT  WORKBENCH 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKBENCH  TO  HAND-ROLLER 
A-f  WORKBENCH  WITH  4  STEPS 


AL  BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

2 

FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL  AT  HAND-ROLLER  AT 

WORKBENCH  5  SPINS  USING  HAND  F 

2 

A1  BO  G1  AL  BO  PI 

F 10 

A0 

BO 

PO 

AO 

2.00 

280 

3 

CRANK  HAND-ROLLER  AT  WORKBENCH  3  REVS  USING 

HAND 

F  2 

A1  BO 

G1 

M6 

XO 

IO 

AO 

2.00 

160 

4 

LOOSEN  BOLT  [ROLLS]  TO  SHEETMETAL  AT  HAND-ROLLER  AT 

WORKBENCH  5  SPINS  USING  HAND 

A1  BO  G1  A1  BO  PI 

LIO 

A0 

BO 

PO 

AO 

1.00 

140 

5 

REPLACE  SHEETMETAL  FROM  HAND-ROLLER 

AT 

WORKBENCH  TO 

CART  AT  WORKBENCH  WITH  4  STEPS 

A1  BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

6 

MOVE  CART  WITH  SHEETMETAL2  FROM 

WORKBENCH  TO 

PANBRAKE 

A1  BO 

G1 

A32 

BO 

PI 

AO 

1.00 

350 

TOTAL  TMU  1150. 


Type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  <0S2RND 


9 


file  Description  ?  BEND  LAP  ENDS  FOR  OFFSET  SQUARE  TO  ROUND 
Output  to  line-printer  <Y  or  N>  ?  N 
(  391  3) 

FIT  .  W08  0S2RND.M06 

BEND  SHEETMETAL  LAP  ENDS  FOR  OFFSET  SQUARE  TO  ROUND  WITH 
PAN  BRAKE  AT  SHEETMETAL  SHOP 

PER  OFFSET  SQUARE  TO  ROUND  OFG :  4  31-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #  6 

*  HULL  418 

*  DRAWING  501-082 

*  V2-82008 

*  V6-1542 

*  20  GAUGE  GALV+  SHEETMETAL 

*  7 . X3 '  TO  5'DIA.  SQUARE  TO  ROUND  14'  L 

*  OFFSET  10  1/2' 

*  KINK  UP  OR  DOWN  LAP  ENDS  AS  INDICATED 
FITTER  BEGINS  AT  PANBRAKE 


1  FASTEN  NUT  TO  PANBRAKE  5  WRIST-STROKES  USING  15.16 


WRENCH 

AT  PANBRAKE 

AND  ASIDE 

A1  BO  G1 

A1  BO  P3 

FI  6 

A1 

BO 

Pi 

A0 

1.00 

240 

2 

POSITION  SHEETMETAL 

FROM  CART  AT  PANBRAKE  TO  PANBRAKE 

WITH  4 

STEPS  F  7 

A1  BO 

G1 

A6 

BO 

P  6 

A0 

2.00 

280 

3 

OPERATE 

PANBRAKE-LEVER  PROCESS 

A1  BO 

G1 

M6 

X96 

IO 

A0 

1.00 

1040 

4 

POSITION  SHEETMETAL 

FROM  FANBRAKE  TO  PANBRAKE  F 

5 

A1  BO 

G1 

A1 

BO 

F6 

A0 

5.00 

450 

5 

OPERATE 

PANBRAKE-LEVER  PROCESS  F 

5 

A1  B0 

G1 

M6 

X96 

IO 

A0 

5 .  oo 

5200 

6 

REPLACE 

SHEETMETAL 

FROM  PANBRAKE  TO 

CART  AT 

PANBRAKE 

WITH  4 

STEPS  F  2 

A1  BO 

G1 

A6 

BO 

P3 

A0 

2.00 

220 

7 

MOVE  CART  WITH  SHEETMETAL  FROM 

FANBRAKE 

TO 

WORKTABLE 

A1  B0 

G1 

AS  4 

B3 

PI 

A0 

1.00 

600 

TOTAL  TMU  8030 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help>  ? 


39,660 


T 


Please  input  file  (0S2RND 


file  Description  ?  ASSEMBLE  OFFSET  SQUARE  TO  ROUND 
Output  to  line-printer  <Y  Or  N>  ?  N 
(391  3  ) 

FIT  .  W08  OS2RND . MO 7 

ASSEMBLE  SHEETMETAL  FOR  OFFSET  SQUARE  TO  ROUND  WITH  RIVET  GUN  AT 
SHEETMETAL  SHOP 

PER  OFFSET  SQUARE  TO  ROUND  OFG:  4  31-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #6 

*  HULL  418 

*  DRAWING  501-082 

*  V2-82008 

*  V6-1542 

*  20  GAUGE  GALV,  SHEETMETAL 

*  7 . X3 '  TO  5'DIA.  SQUARE  TO  ROUND  14 'L 

*  OFFSET  10  1/2" 

*  LEAVE  TOP  END  LOOSE  TO  FIT  COLLAR 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

2  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P6  AO 

3  FASTEN  5  /  32DRILL-BIT  FROM  WORKTABLE  TO  DRILLMOTOR  AT 

WORKTABLE  3  WRIST-TURNS  USING  CHUCKKEY  AND  ASIDE 

A1  BO  G1  AO  BO  (P3  A1  F6)A1  BO  PI  AO  (5) 

4  POSITION  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO 

5  MARK  SHEETMETAL  FROM  RIVET-HOLE-GUIDE  AT  WORKTABLE  1 

DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  10  (4 

5  6  7) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (10) 

6  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AND  ASIDE  PF  2  (4567) 

A1  B0  G1  ( A1  B0  P3  Cl)  A1  BO  PI  A0  (2) 

7  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  2 

A1  BO  G1  M6  X6  10  A0 

8  POSITION  RIVETS  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  A0 

9  OPERATE  R1VETGUN  AT  WORKTABLE  PROCESS  F  2 

A1  BO  G1  M6  X3  10  AO 

10  MOVE  SHEETMETAL  FROM  WORKTABLE  TO  WELDOUT 

A1  BO  G1  A54  B3  PI  AO 


1.00  110. 

1.00  140. 

1.00  540. 

1.00  140. 

1.00  540. 

1.00  140. 

2.00  280. 

2.00  180. 

2.00  220. 

1.00  600. 


T 


Please  input  file  <OSZRND 


file  Description  ?  RIVET  OFFSET  SQUARE  TO  ROUND 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  '  . W08  0S2RND.M09 

RIVET  SHEETMETAL  FOR  OFFSET  SQUARE  TO  ROUND  WITH  RIVET  GUN  AT 
SHEETMETAL  SHOP 

PER  OFFSET  SQUARE  TO  ROUND  OFG :  4  31-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #6 

*  HULL  418 

*  DRAWING  501-082 

*  V2-82008 

*  V6-1542 

*  20  GAUGE  GALV.  SHEETMETAL 

*  7 ' X3 '  TO  5'DIA.  SQUARE  TO  ROUND  14'L 

*  OFFSET  10  1/2' 

*  COMPLETE  WITH  MWELD  (M10) 

FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  FITTER  TO  WORKTABLE 

A1  BO  G1  A1  BO  P3  AO  1.00  60. 

2  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  18 

A1  BO  G1  M6  X6  IO  A0  18.00  2520. 

3  POSITION  RIVETS  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  18 

A1  BO  G1  A1  BO  P  6  A0  18.00  1620. 

4  OPERATE  RIVETGUN  ON  SHEETMETAL  AT  WORKTABLE  PROCESS  F 

18 

A1  BO  G1  M6  X3  IO  A0  18.00  1980. 

5  GRIP  SEALANT  TO  SHEETMETAL  AT  WORKTABLE  USING 

CAULKINGGUN  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (6)  1.00  340. 

6  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO  1.00  100. 


TOTAL  TMU  6620. 


Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ?. 


52,2  10 


File  Descrirpion  ?  WELD  OFFSET  SQUARE  TO  ROUND 


output  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3) 

WELD  .  .W01  0S2RND.M10 

WELD  OFFSET  SQUARE  TO  ROUND  WITH  TIG-WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  OFFSET  SQUARE  TO  ROUND  OFG:  4  18-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  6 

*  HULL  418 

*  DRAWING  501-082 

*  V2-82008 

*  V6-1542 

*  20  GAUGE  GALV.  SHEETMETAL 

*  7X3  TO  5'  DIAMETER  SQUARE  TO  ROUND— 

*  —14'  LG  OFFSET  10  1/2' 

*  WELDER  PERFORMS  THE  WORK 

*  FITTER  TRANSPORT  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  FITTER  MOVE  CART  FROM-WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS. 

A1  BO  G1  A6  BO  P3  AO  1-00  110. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  IO  A32  1-00  370. 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  ON  AT  WELDMACHINES 

A1  BO  G1  Ml  XO  IO  A1  1.00  40. 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 

WRIST-TURN  USING  HAND 

A1  BO  G1  A1  BO  PI  F3  AO  BO  PO  AO  1.00  70. 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  IO  A1  1.00  60. 

8  WELDOR  POSITION  ANTS-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  2 

A3  B3  G1  A1  BO  P6  AO  2.00  280. 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  2 

A1  BO  G1  Ml  X10  IO  AO  2.00  260. 

10  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  3 

A1  BO  G1  A1  BO  F  6  AO  3.00  270. 

11  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  5 

A1  BO  G1  Ml  XO  IO  A1  5.00  .==  . 

12  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  3 

A1  BO  G1  A1  B6  P  6  AO  3.00  450. 

13  OPERATE  WELDING  STINGER-BUTTON1  PROCESS  F  5 

A1  BO  G1  H6  X81  IO  AO  5.00  4450. 

14  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR. TO  UP  AT  WELDOR  F  5 


200 


0<5  z£a/£.  sr/o 

A1  BO  G1  Ml  XO  10  A1  5.00 

15  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE-  1  ARM-STROKE 
USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF  SO  (  4  5  6  7 


A1  BO  G1  ( A1  BO 

PI 

Cl) 

A1  BO  PI 

AO  (50 

)  1.00 

1540 

REPLACE  SHEETMETAL  ASSEMBLY 

FROM  WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4  STEPS 

A1 

BO 

G1 

A6  BO  P3 

AO 

1.00 

110 

FITTER  MOVE  CART  FROM  WELDTABLE 

TO 

WORKTABLE 

A1 

BO 

G1 

A131BO  PI 

AO 

1.00 

1340 

TOTAL 

TMU 

11230 

Type  D, EM, CT, EW, EX, L, LD, LS, M,  W  <or  H  for  help>  ? 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  SQUARE  TO  ROUND  OFF  CENTER 
File  Description  ? 

Outbut  to  line-printer  (Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  OSQ2RN.M20 

MARK  out  SHEETMETAL  FOR  SQUARE  TO  ROUND  OFF  CENTER  WITH  AWL  AT 
SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFF  CENTER  OFG :  4  ll-MAY-83 

NASSCO  SHEETMETAL  SHAPE  6 

*  18 GAUGE  GALV.  SHEETMETAL 

*  20 '  X15 '  TO  17'  DIA.  30'L  OFFSET  LO ' 

*  MARK  OUT  WITH  TEMPLATE 

*  MARK  OUT  COLLAR  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1 

POSITION  TEMPLATE 

FROM  WORKTABLE 

TO 

SHEETMETAL 

AT 

WORKTABLE  WITH 

2  STEPS  F  2 

A1  BO 

G1 

A3  BO 

P  6 

AO 

2.00 

220 

2 

POSITION  WEIGHTS 

FROM  WORKTABLE 

TO 

TEMPLATE 

AT 

WORKTABLE  WITH  3 

STEPS  F  6 

A1  BO 

G1 

A6  BO 

P  6 

AO 

6.00 

840 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  'AT  WORKTABLE  AND  ASIDE  PF  16  (456 
7  ) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (16)  1.00  2920. 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  76 

A1  BO  G1  A3  BO  P6  AO  76.00  8360. 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  76  (4567) 

.  A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  A0  (76)  1.00  3080. 

6  REPLACE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS  F  6 

A1  BO  G1  A6  BO  P3  AO  6.00  660. 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P3  AO  2.00  120. 

8  MARK  CUT  LINE  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PI  R16)  A1  BO  pi  AO  (16)  1.00  2920. 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  70  (4567) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (70)  1.00  3540. 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

1 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52)  1.00  2640. 

11  MEASURE  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  BO  G1  ( A1  BO  PI  M3 2  )  A1  BO  PI  A0  (3)  1.00  1060. 

12  MARK  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

AWL  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (3)  1.00 


190. 


13  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00  280. 

14  MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  5  DIGITS 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (2)  1.00  400. 

15  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (2)  1.00  400. 

16  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  27  (4567 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (27)  1.00  1390. 

17  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  15  (4567 

) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (15)  1.00  790. 

18  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  «»D  . 

19  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO  1.00  700. 


TOTAL  TMU  30730. 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  SQUARE  TO  ROUND  OFF  CENTER 
output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  OSQ2RN.M21 

SHEAR  SHEETMETAL  FOR  SQUARE  TO  ROUND  OFF  CENTER  WITH 
SMALL  8FT .  SHEAR  AT  SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFF  CENTER  OFG:  4  11 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  6 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X15 ' TO  17 ' DIA.  30'L  OFFSET  10' 

*  2  FITTERS  REQUIRED  FOR  FIRST  2  CUTS 

*  CUT  1  1/2'  STRIPS  FOR  COLLAR 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P  6 

A0 

2.00 

280 

2 

PUSH  FOOTPEDAL 

AT  SMALLSHEAR 

PROCESS 

F  2 

A1 

BO 

G1 

Ml 

X6 

10 

A0 

2.00 

180 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO  SMALLSHEAR  WITH 

3  STEPS  F  8 

A1 

BO 

G1 

A6 

BO 

P  6 

AO 

8.00 

1120 

4 

PUSH  FOOTPEDAL 

AT  SMALLSHEAR 

PROCESS 

F  8 

A1 

BO 

G1 

Ml 

X6 

IO 

AO 

8.00 

720 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  10  STEPS  F 

2 

A1 

BO 

G1 

A16 

BO 

P3 

AO 

2.00 

420 

6 

MOVE  CART  WITH 

SHEETMETAL&  FROM 

SMALLSHEAR  TO  WORKTABLE 

A1 

BO 

G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL  TMU  3450 


type  D, EM, CT, EW, EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  SQUARE  TO  ROUND  OFF  CENTER 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  OSQ2RN, M21 

SHEAR  SHEETMETAL  FOR  SQUARE  TO  ROUND  OFF  CENTER  WITH 
SMALL  8FT .  SHEAR  AT  SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFF  CENTER  OFG:  4  11 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  6 

*  18  GAUGE  GALU,  SHEETMETAL 

*  20 ' X15 '  TO  17'DIA.  30'L  OFFSET  10' 

*  2  FITTERS  REQUIRED  FOR  FIRST  2  CUTS 

*  CUT  1  1/2'  STRIPS  FOR  COLLAR 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P  6 

A0 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  2 

A1 

BO 

G1 

Ml 

X6 

10 

A0 

2.00 

180 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO  SMALLSHEAR  WITH 

3  STEPS  F  8 

A1 

BO 

G1 

A6 

BO 

P  6 

AO 

8.00 

1120 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

FROCESS 

F  8 

A1 

BO 

G1 

Ml 

X6 

IO 

AO 

8.00 

720 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  10  STEPS  F 

2 

A1 

BO 

G1 

A16 

BO  P3 

AO 

2.00 

420 

6 

MOUE  CART  WITH  SHEETMETA122, 

FROM 

SMALLSHEAR 

TO  WORKTABLE 

A1 

BO 

G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL  TMU  3450. 


type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  RADIUS  FOR  SQUARE  TO  ROUND  OFF  CENTER 
/<’'!pDutput  to  line-printer  <Y  or  N>  ?  N 
(  391,  1) 

FIT  .Wll  OSQ2RN.M22 

SHEAR  RADIUS  FOR  SQUARE  TO  ROUND  OFF  CENTER  WITH  UNI-SHEAR  AT 
SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFF  CENTER  OFG :  4  11 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  6 

*  18  GAUGE  GALV,  SHEETMETAL 

*  20 '  X15 '  TO  17'  DIA.  30'L  OFFSET  10' 

*  CUT  OUT  CORNER  NOTCHES  WITH  SNIPS 

*  FLATTEN  CORNERS  AFTER  CUTTING 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  MOUE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  B0  G1  A96  B3  PI  A0  1.00  1970. 

3  OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  F  6 

A1  BO  G1  M6  X17310  AO  6.00  10860. 

4  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  P3  C3  )  A1  BO  PI  AO  (12)  1.00  8  8  0 

5  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  3  STRIKES  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PO  F 6  )  A1  BO  PI  AO  (  12)  1.00  880  . 

6  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

7  MOUE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  LAPOUT 

A1  BO  G1  A54  BO  PI  AO  1,  00  570  . 


TOTAL  TMU  15490  . 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


/  0940 


File  Description  ?  FORM  LAP  ENDS  ON  SQUARE  TO  ROUND  OFF  CENTER 


Output  to  line-Printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  •  Wll  OSQ2RN.M23 

FORM  LAP  ENDS  ON  SQUARE  TO  ROUND  OFF  CENTER  WITH  LAPOUT  MACHINE 
AT  SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFF  CENTER  OFG :  4  11 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  6 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 '  X15 '  TO  17'  DIA.  30'L  OFFSET  10' 

FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  2 


A1 

BO 

G1 

A6 

BO  P3 

AO 

2.00 

220 

2 

PUSH  LAPOUT-SWITCH  PROCESS  F 

2 

A1 

BO 

G1 

Ml 

X16  10 

AO 

2.00 

380 

3 

PUSH  AND  GUIDE 

SHEETMETAL  THROUGH  LAPOUT  WITH  3 

STEPS 

A6 

BO 

G1 

Ml 

XO  13 

AO 

1.00 

110 

4 

REPLACE  SHEETMETAL2  FROM  LAPOUT 

TO 

CART 

AT  LAPOUT  WITH 

4  STEPS  F  2 

A1 

BO 

G1 

A6 

BO  P3 

AO 

2.00 

220 

5 

MOVE  CART  WITH 

SHEETMETAL2  FROM 

LAPOUT  TO  HAND-ROLLER 

AT  WORKBENCH 

A1 

BO 

G1 

A24 

B3  PI 

AO 

1.00 

300 

TOTAL  TMU  1230. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

2  o  1  7  ° 


File  Description?  FORM  COLLAR  FOR  SQUARE  TO  ROUND  OFF  CENTER 
to  line-printer  <Y  or  N>  ?  N 

(39,  1) 

FIT  Wll  OSQ2RN .  M2  4 

FORM  COLLAR  FOR  SQUARE  TO  ROUND  OFF  CENTER  WITH  HAND-ROLLER  AT 
SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFF  CENTER  OFG:  4  12 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  6 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20'  X  15'  TO  17 ' DIA.  30 ' L  OFFSET  10' 

FITTER  BEGINS  AT  WORKBENCH 


1  PLACE  SHEETMETAL  FROM-CART  AT  WORKBENCH  TO  HAND-ROLLER 
AT  WORKBENCH  WITH  4  STEPS 


A1  B0 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

2 

FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL2  ON  HAND-ROLLER  AT 

WORKBENCH  5  SPINS  USING 

FINGERS 

F  3 

A1  B0  G1  A1 

B0  PI 

F10 

AO 

BO 

PO 

AO 

3.00 

420 

3 

CRANK  HAND-ROLLER  AT  WORKBENCH  3 

REVS  USING 

HAND 

F  3 

A1  B0 

G1 

M6 

XO 

10 

AO 

3.00 

240 

4 

REPLACE  SHEETMETAL  FROM 

HAND-ROLLER 

AT 

WORKBENCH  TO 

CART  AT  WORKBENCH  WITH 

4  STEPS 

A1  B0 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

5 

MOUE  CART  WITH  SHEETMETAL  FROM 

WORKBENCH  TO 

CORNICEBRAKE 

A1  BO 

G1 . 

A32 

BO 

PI 

AO 

1.00 

350 

TOTAL  TMU  1230. 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


2  14  0  0 


File  Description  ?  BEND  RADIUS  FOR  SQUARE  TO  ROUND  OFF  CENTER 
to  line-Printer  <Y  or  N>  ?  N 

(  39,  1) 

FIT  .Wll  OSQ2RN.M25 

BEND  RADIUS  for  SQUARE  to  ROUND  off  CENTER  with  CORNICE  brake  AT 
SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFF  CENTER  OFG :  4  12 -MAY- 8  3 

NASSCO  SHEETMETAL  SHAPE  6 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X15 '  TO  17 ' DIA.  30'L  OFFSET  10' 

*  SET  LEAF  ON  BRAKE  WITH  VISEGRIPS 
FITTER  BEGINS  AT  CORNICE  BRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  CORNICEBRAKE  TO 
CORNICEBRAKE  WITH  4  STEPS  F  2 


A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

MOUE  VISEGRIPS  FROM  WORKTABLE  TO  CORNICEBRAKE 

A54  B3  G1 

A54 

BO 

PI 

AO 

1.00 

1130 

3 

GRIP  ADJUSTMENT  ROD  AT  CORNICEBRAKE 

USING  VISEGRIPS  AT 

CORNICEBRAKE  AND  'ASIDE 

A1  BO  G1  A1  BO  P3  Cl 

A1 

BO 

PI 

AO 

1.00 

90 

4 

OPERATE  CORNICEBRAKE  -LEVER  PROCESS  F 

2 

A1  BO  G1 

M6 

X42 

10 

AO 

2.00 

1000 

5 

POSITION  SHEETMETAL  FROM  CORNICEBRAKE  TO  CORNICEBRAKE 

F  66 

A1  BO  G1  A1 

BO 

P  6 

AO 

66.00 

5940 

6 

OPERATE  CORNICEBRAKE-LEVER  PROCESS  F 

66 

A1  BO  G1 

M6 

X42 

10 

AO 

66.00 

33000 

7 

REPLACE  SHEETMETAL  FROM  CORNICEBRAKE 

TO  CAR-i 

'  AT 

CORNICEBRAKE  WITH  4  STEPS  F  2 

A1  BO  G1 

A6 

BO 

P3 

AO 

2.00 

220 

8 

MOUE  CART  WITH  SHEETMETAL  FROM  CORNICEBRAKE 

TO 

PANBRAKE 

A1  BO  G1 

A10 

BO 

PI 

AO 

1.00 

130 

TOTAL  TMU  41790. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


£7  0 


File  Description  ?  BEND  LAP  ENDS  FOR  SQUARE  TO  ROUND  OFF  CENTER 
output  to  line-printer  (Y  or  N>  ?  N 
(  39,  1  ) 

FIT  :.wll  OSQ2RN.M26 

BEND  LAP  ENDS  FOR  SQUARE  TO  ROUND  OFF  CENTER  WITH  PAN  BRAKE  AT 
SHEETMETAL  SHOP 

PER-SQUARE  TO  ROUND  OFF  CENTER  OFG :  4  12-MAY-83 

NASSCO  SHEETMETAL  SHAPE  6 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 '  X15  '  TO  17  '  DIA.  30'L  OFFSET  10' 

*  SELECT  AND  ADJUST  FINGERS  ON  PAN  BRAKE 
FITTER  BEGINS  AT  PANBRAKE 


1  FASTEN  BOLT  TO  PANBRAKE  5  WRIST-STROKES  USING 

15.16  WRENCH  AT  PANBRAKE  AND  ASIDE  PF  2  (4567) 


A1  BO  G1 

( A1  BO  P3  FI  6  ) 

l  A1 

BO 

PI 

AO  (2 

)  1.00 

440 

2 

POSITION  SHEETMETAL2 

FROM  CART  AT  PANBRAKE  TO  PANBRAKE 

WITH  4 

STEPS  F  2 

A1  BO 

G1 

A6 

BO 

P  6 

AO 

2.00 

280 

3 

OPERATE 

PANBRAKE  -LEVER  PROCESS  F 

2 

A1  BO 

G1  M6 

X96 

10 

AO 

2.00 

2080 

4 

POSITION  SHEETMETAL2 

FROM  PANBRAKE  TO 

PANBRAKE  F 

4 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

4.00 

360 

5 

OPERATE 

PANBRAKE-LEVER  PROCESS  F 

4 

A1  BO 

G1 

M6 

X96 

10 

AO 

4.00 

4160 

6  REPLACE  SHEETMETAL2 

FROM  PANBRAKE  TO 

CART  AT 

PANBRAKE 

WITH  4 

STEPS 

A1  BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

7 

MOUE  CART  WITH  SHEETMETAL2  FROM 

PANBRAKE 

TO 

WORKTABLE 

1.00 

600 

A1  BO 

G1 

A54 

B3 

PI 

AO 

TOTAL 

TMU 

8030 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


~J/  2  So 


File  Description  ?  ASSEMBLE  SQUARE  TO  ROUND  OFF  CENTER 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  OSQ2RN.M27 

ASSEMBLE  SHEETMETAL  FOR  SQUARE  TO  ROUND  OFF  CENTER  WITH  HAMMER  AT 
SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFF  CENTER  OFG :  4  12 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  6 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20'XIS'  TO  17 ' DIA.  OFFSET  10' 

*  RIVET  ASSEMBLY  AT  BOTTOM  WITH  2  RIVETS  — 

*  -ONLY  SO  COLLAR  CAN  BE  FITTED  AT  WELDOUT 
FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE 


A1  BO 

G1  A1 

BO 

P  6 

AO 

1.00 

90 

2 

GRIP  SHEETMETAL  AT 

WORKTABLE  TO 

SHEETMETAL 

AT  WORKTABLE 

USING  VISEGRIPS  AND  ASIDE  PF  2 

(456 

7  ) 

A1  BO  G1 

( A1  BO  P3 

Cl  ) 

A1  BO  FI 

AO 

(2) 

1.00 

140 

3 

FASTEN  5-32DRILLBIT 

TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING 

CHUCKKEY  AND 

ASIDE 

A1  BO  G1 

A1  BO  P3 

F  6  A1 

BO 

PI 

AO 

1.00 

140 

4 

OPERATE  DRILLMOTOR 

AT  WORKTABLE 

PROCESS 

F  2 

A1  BO 

G1  M6 

X6 

10 

AO 

2.00 

280 

5 

POSITION  RIVET  FROM 

WORKTABLE  TO 

'  SHEETMETAL 

AT 

WORKTABLE  F  2 

A1  BO 

\ — 1 
< 

\ — 1 
0 

BO 

P  6 

AO 

2.00 

180 

6 

OPERATE  RIVETGUN  AT 

WORKTABLE  PROCESS  F 

2 

A1  BO 

G1  M6 

X3 

10 

AO 

2.00 

220 

TOTAL  TMU  1050 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  TACK  WELD  COLLAR  TO  SQUARE  TO  ROUND  OFF  CENTER 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  OSQ2RN.M28 

TACK  WELD  COLLAR  ON  SQUARE  TO  ROUND  OFF  CENTER  WITH  TACK  WELDER 
AT  SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFF  CENTER  OFG :  4  12 -MAY- 8 3 

NASSCO  SHEETMETAL  ShapE  6 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20  '  X15  '  TO  17  '  DIA.  30'L  OFFSET  10' 

*  FIT  &  HOLD  COLLAR  TO  ASSEMBLY  WITH  — 

*  — VISEGRIPS  WHILE  TACK  WELDING 

*  COMPLETE  WELDING  IN  WELDING  AREA 

*  SEE  OSQ2RN.M29  FOR  WELDING 
FITTER  BEGINS  AT  WORKTABLE 


1  MOUE  VISEGRIPS.  SHEETMETAL2  FROM  WORKTABLE  TO  WELDOUT 


A1 

BO 

G1  A54 

B3 

PI 

AO 

1.00 

600 

PLACE 

SHEETMETAL2  FROM  TABLE 

AT 

WELDOUT  TO  SHEETMETAL  2 

AT  WELDOUT 

A1 

BO 

G1  A54 

B3 

P3 

AO 

1.00 

620 

GRIP 

SHEETMETAL2  TO  SHEETMETAL2 

AT  WELDOUT  USING 

VISEGRIPS  AT  WELDOUT  AND  ASIDE 

PF  10  (4 

5  6 

7  ! 

i 

A54  B3  G1  ( A1  BO 

P3 

Cl  )  A1 

BO 

PI 

AO  (10 

)  1.00 

1100 

OPERATE  TACKWELDER  PROCESS  F 

12 

A1 

BO 

G1  M6 

X3 

10 

AO 

12.00 

1320 

MOUE 

VISEGRIPS  ,  SHEETMETAL2 

FROM  WELDOUT 

TO 

WORKTABLE 

A1 

BO 

G1  A54 

B3 

PI 

AO 

1.00 

600 

TOTAL 

TMU 

4240 

Type  D, EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T  ,W  <or  H  for  help>  ? 


File  Description  ?  WELD  OFFSET  SQUARE  TO  ROUND 
'*^51,  Output  to  line-Printer  <Y  Or  N>  ?  N 
(  39,  3) 

WELD  '  .W01  OSQ2RN.M29 

WELD  OFFSET  SQUARE  TO  ROUND  WITH  TIG-WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  OFFSET  SQUARE  TO  ROUND  OFG :  4  18-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  6 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X15 '  TO  17'  DIAMETER  OFFSET  10' 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 

*  WELDOR  PERFORMS  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE. 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  FITTER  MOUE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32  1.00  370. 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  ON  AT  WELDMACHINES 

A1  BO  G1  Ml  XO  10  A1  1.00  40. 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 

WRIST-TURN  USING  HAND 

A1  BO  G1  A1  BO  PI  F3  AO  BO  PO  AO  1.00  70. 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  10  A1  1.00  60. 

8  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  2 

A3  B3  G1  A1  B0  P6  A0  2.00  280. 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  2 

A1  BO  G1  Ml  X10  10  A0  2.00  260. 

10  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  4 

A1  B0  G1  A1  P0  P  6  A0  4.00  360. 

11  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  8 

A1  B0  G1  Ml  X0  10  A1  8.00  320. 

12  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  4 

A1  B0  G1  A1  B6  P  6  A0  4.00  600. 

13  OPERATE  WELD  STINGER-BUTTON1  PROCESS  F  18 

A1  B0  G1  M6  X81  10  A0  18.00  16020. 

14  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  8 

)  A1  BO  G1  Ml  X0  10  A1  8.00  320. 

15  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  1  ARM-STROKE 
USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF  30  (4567 

)  F  6 


5  640. 


VOQCRN  M  CY 

A1  BO  G1  ( A1  BO  PI  Cl  )A1  BO  PI  AO  (30)  6.00 

16  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4  STEPS 

A2  BO  G2  A6  BO  P3  A  0  2.00  110. 

17  FITTER  MOUE  CART  FROM  WELDTABLE  TO  WORKTABLE 

A2  BO  G1  A131B0  PI  AO  1000  1340. 


TOTAL  TMU  27380, 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  RIVET  SQUARE  TO  ROUND  OFF  CENTER 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  OSQ2RN.M30 

RIVET  SHEETMETAL  FOR  SQUARE  TO  ROUND  OFF  CENTER  WITH  RIVET  GUN  AT 
SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFF  CENTER  OFG :  4  12 -MAY- 8  3 

NASSCO  SHEETMETAL  SHAPE  6 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X15 '  TO  17 ' DIA.  OFFSET  10' 

*  COMPLETE  RIVETING  AFTER  COLLAR  IS  WELDED 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  3  STEPS  AND  ASIDE 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

2  MARK  SHEETMETAL  FROM  RIVET-HOLE-GUIDE  AT  WORKTABLE  1 

DIGIT  USING  BLACKPEN  AND  ASIDE  PF  40  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (40)  1.00  2040. 

3  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  40 

A1  BO  G1  A1  BO  P  6  AO  40.00  3600. 

4  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  40 

A1  BO  G1  M6  X6  10  AO  40.00  5600. 

5  POSITION  RIVET  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  40 

A1  BO  G1  A1  BO  P  6  AO  40.00  3600. 

6  OPERATE  RIVETGUN  AT  WORKTABLE  PROCESS  F  40 

A1  BO  G1  M6  X3  10  A0  .  40.00  4400. 

7  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

A0  B0  GO  A0  B0  PO  T10  A0  B0  PO  A0  1.00  100. 


TOTAL  TMU  19480. 


Type  D,  EM,  CT,  EW,  EX,  L,  ID,  LS,  M,  T,  W  <or  H  for  help)  ? 


y$9ic> 


File  Description  ?  MARK  OUT  SQUARE  TO  ROUND  WITH  OFFSET 


f"  'JJutput 


to  line-Printer  <Y  or  N>  ?  N 


(  39,  1)  . 

FIT  *W11  0SQ2RN4OD' 

MARK  OUT  SQUARE  TO  ROUND  OFF  CENTCk  W 
PER  SQUARE  TO  ROUND 

NASSCO  SHEETMETAL  SHAPE  6 

*  11  GAUGE  GALV.  SHEETMETAL 

*  12  '  X8 ' X10 1  DIAMETER  SQUARE  TO  ROUND 

*  WITH  3'  OFFSET 

*  MARK  OUT  USING  TEMPLATE 

*  MARK  OUT  COLLAR  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


WITH  AWL  AT  SHEETMETAL  SHOP 
OFG :  4  2 5 -MAY- 8 3 


1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00  280. 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00  280. 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  PI  R16  A1  BO  PI  AO  1.00  220. 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  28 

A1  BO  G1  A3  BO  P6  AO  28.00  3080. 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORTKABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  28  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (28)  1.00  1160. 

6  REPLACE  WEIGHTS  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  4 

A1  BO  G1  A6  BO  P3  AO  4.00  440. 

7  REPLACE  TEMPLATES  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00  1120. 

9  MARK  Construction  INFORMATION  ON  SHEETMETAL  at 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  98  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (  98)  1.00  4940. 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BALCKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 


A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52)  1.00  2640. 

11  MEASURE  DIMENSIONS  ON  SHEETMETAL  [FOR  COLLAR]  AT 

WORKTABLE  USING  STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  2 
(4  5  6  7) 

A1  BO  G1  (A1  HO  PI  M32  )  A1  BO  PI  AO  (2)  1  •  00  720. 

12  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (2)  1  •  00  140. 

13  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  3  STEPS  F  2 


A1  BO  G1  A6  BO  F6  AO  2.00 

14  MARK  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS  USING 

AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (2)  1.00 

15  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A2  BO  PI  R16  )  A1  BO  PI  AO  (2)  1.00 

16  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  at 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  6  (4567) 

A1  BO  G2  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (6)  1.00 

17  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKFEN  AT  WORKTABLE  AND  ASIDE  PF  12  (4567 


A1  BO  G1  ( A1  BO  PI 

R3 

)A1 

BO 

PI 

AO  (12) 

1.00 

18 

PLACE  SHEETMETAL  FROM  WORKTABLE 
WITH  4  STEPS  F  2 

TO 

CART 

AT 

WORKTABLE 

19 

A1  BO 

MOVE  CART  FROM  WORKTABLE  TO  14FT. 

G1  A6 
SHEAR 

BO 

P3 

AO 

2.00 

A1  BO 

G1 

A81 

BO 

PI 

AO 

1.00 

TOTAL  TMU 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


280. 

400. 

4  0  0 

340. 

640. 

220. 

840. 

18360. 


File  Description  ?  SHEAR  SHEETMETAL  FOR  SQUARE  TO  ROUND  OFF  CENTER 


utput  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  *W11  OSQ2RN^ 

SHEAR  SHEETMETAL  FOR  SQUARE  TO  ROUND  OFF  CENTER  WITH  14FT.  SHEAR 
AT  SHEETMETAL  SHOP 

PER  SQUARE  TO  ROUND  OFG :  4  25-MAY-83 


NASSCO  SHEETMETAL  SHAPE  6 

*  11  GAUGE  GALV.  SHEETMETAL 

*  12 ' X8 ' X10 '  DIAMETER  SQUARE  TO  ROUND 

*  WITH  3'  OFFSET 

*  SHEAR  1  1/2'  STRIP  FOR  COLLAR 
FITTER  BEGINS  AT  14FT.  SHEAR 


1 

POSITION  SHEEMETAL2 

FROM  CART 

AT  14FT 

.  SHEAR 

TO 

14FT .  SHEAR  WITH  4 

STEPS  F  2 

A1 

BO  G1 

A6 

BO 

F  6 

AO 

2.00 

280. 

2 

PUSH  14FT .  SHEAR-FOOTPEDAL  PROCESS  F 

2 

A1 

BO  G1 

Ml 

X3 

10 

AO 

2.00 

120. 

3 

POSITION  SHEETMETAL 

FROM  14FT 

.  SHEAR 

TO 

14FT , 

.  SHEAR  WITH 

2  STEPS  F  13 

A1 

BO  G1 

A3 

BO 

P  6 

AO 

13.00 

1430. 

4 

PUSH  14FT .  SHEAR-FOOTPEDAL  PROCESS  F 

13 

A1 

BO  G1 

Ml 

X3 

10 

AO 

13.00 

780. 

5 

REPLACE  SHEETMETAL 

FROM  14FT . 

SHEAR 

TO 

CART 

AT 

14FT .  SHEAR  WITH  4 

STEPS 

A1 

BO  G1 

A6 

BO 

F3 

AO 

1.00 

110 

6 

MOUE  CART  FROM  14FT 

.  SHEAR  TO 

WORKTABLE 

A1 

BO  G1 

A81  B3 

PI 

AO 

1.00 

870. 

TOTAL  TMU  3590. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  CUT  RADIUS  FOR  SQUARE  TO  ROUND  OFF  CENTER 


utput  to  line-Printer  <Y  or  N>  ?  N 


(  39,  1)  _ 

FIT  .Wll  OSQ2RN  JMBBEr 

CUT  RADIUS  FOR  SQUARE  TO  ROUND  OW^TE 
SHEETMETAL  SHOP 
PER  SQUARE  TO  ROUND 

NASSCO  SHEETMETAL  SHAPE  6 

*  11  GAUGE  GALV.  SHEETMETAL 

*  12'X8'X10'  DIAMETER  SQUARE  TO  ROUND 

*  WITH  3'  OFFSET 

*  CUT  RADIUS  AND  CORNERS 
FITTER  BEGINS  AT  WORKTABLE 


ENTER  WITH  SABER-SAW  AT 


OFG :  4  2 5 -MAY- 8 3 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  F  2 


A1 

BO 

G2 

A6  BO 

P3 

AO 

2.00 

220 

2 

MOUE  SABER-SAW2  FROM  TOOLROOM  TO 

WORKTABLE 

A9  6 

BO 

G1 

A96  B3 

PI 

AO 

1.00 

1970 

3 

OPERATE 

SABER-SAW  PROCESS 

F 

3 

A1 

BO 

G1 

M6  X67 

10 

AO 

3.00 

2250 

4 

REPLACE 

SHEETMETAL2  FROM 

WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4 

STEPS 

A1 

BO 

G1 

A6  BO 

P3 

AO 

1.00 

110 

5 

MOVE  CART  FROM  WORKTABLE 

TO 

14FTHYDROPRESSBRAKE 

AL 

BO 

G1 

A96  BO 

FI 

AO 

1.00 

990 

TOTAL  TMU  5540. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

J/3o 


File  Description  ?  BEND  RADIUS  FOR  SQUARE  TO  ROUND  OFF  CENTER 


utput  to  line-Printer  <Y  or  N>  ?  N 


(  39  1 )  ^M| 

FIT  '  .Wll  0SQ2RN. 

BEND  RADIUS  FOR  SQUARE  TO  ROUND  OFF  CENTER  WITH 
14FT  HYDRO-PRESS-BRAKE  AT  SHEETMETAL  SHOP 

PER  SQU  OFG :  4  25-MAY-83 

NASSCO  SHEETMETAL  SHAPE  6 

*  11  GAUGE  GALV.  SHEETMETAL 

*  12 ' X8 ' X10 '  DIAMETER  SQUARE  TO  — 

*  —ROUND  WITH  3'  OFFSET 

FITTER  BEGINS  AT  1 4FTHYDROPRESSBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  1 4FTHYDROPRESSBRAKE 
TO  14FTHYDROPRESSBRAKE  WITH  4  STEPS  F  2 


A1  BO  G1  A6  BO 

F  6 

AO 

2.00 

280 

2 

PUSH  14FTHYDROPESSBRAKE-FOOTPEDAL  PROCESS 

A1  BO  G1  Ml  X24 

10 

AO 

1.00 

270 

3 

POSITION  SHEETMETAL  FROM  1 4FTHYDROPRESSBRAKE  TO 

14FTHYDROPRESSBRAKE  WITH  3  STEPS  F  25 

A1  BO  G2  A6  BO 

P  6 

AO 

25.00 

3500 

4 

PUSH  14FTHYDROPRESSBRAKE-FOOTPEDAL  PROCESS  F 

25 

A1  BO  G1  Ml  X24 

10 

AO 

25.00 

6750 

5 

REPLACE  SHEETMETAL  FROM  1 4FTHYDROPRESSBRAKE 

TO 

CART  AT 

14FTHYDROPRESSBRAKE  WITH  4  STEPS 

A1  BO  G1  A6  BO 

P3 

AO 

1.00 

210 

6 

MOUE  CART  FROM  1 4FTHYDROPRESSBRAKE  TO  ROLLER 

A1  BO  G1  A54  BO 

FI 

AO 

1.00 

570 

TOTAL 

TMU 

11480 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


2  0 


6  1  0 


File  Description  ?  FORM  COLLAR  FOR  SQUARE  TO  ROUND  OFF  CENTER 


to  line-Printer  <Y  or  N>  ?  N 


•j m 

uTr  C 


(  39,  1) 

FIT  •  Wll  OSQ2RN. 

FORM  COLLAR  FOR  SQUARE  TO  ROUND 
ROLLER  (ROLL  FORMER)  AT  SHEETMETAL  SHOP 
PER  SQUARE  TO  ROUND 

NASSCO  SHEETMETAL  SHAPE  6 

*  11  GAUGE  GALV.  SHEETMETAL 

*  12  '  X8 ' X10 '  DIAMETER  SQUARE  TO  ROUND 

*  —  WITH  3'  OFFSET 

*  COMPLETE  IN  WELD  BOOTH  AREA 

*  SEE  MWELD  .  . . SEE  OSQ2RN.M75 
FITTER  BEGINS  AT  ROLLER 


CENTER  WITH 

OFG :  4 


2 5 -MAY- 8 3 


1  POSITION  SHEETMETAL  FROM  CART  AT  ROLLER  TO  ROLLER  WITH 
4  STEPS 


A1  BO  G1 

A6 

BO 

P  6 

AO 

1.00 

140 

2 

FASTEN  NUT  [ROLLS]  TO  SHEETMETAL  AT 

ROLLER 

3 

WRIST-TURNS  USING  HAND  AND  ASIDE  F 

4 

A1  BO  G1  A1  BO  PI  F  6 

A1 

BO 

PI 

AO 

4.00 

480 

3 

PUSH  ROLLER-BUTTON  PROCESS  F  4 

A1  BO  G1 

Ml 

X96 

10 

AO 

4.00 

3960 

4 

POSITION  SHEETMETAL  [COLLAR]  FROM  WORKTABLE 

TO 

SHEETMETAL  [SQUARE  TO  ROUND]  AT  WORKTABLE  WITH 

2 

STEPS  F  2 

A54  B-3  G1  A3 

BO 

P  6 

AO 

2.00 

1340 

5 

REPLACE  SHEETMETAL  FROM  ROLLER  TO  CART  AT  ROLLER  WITH 

4  STEPS 

A54  BO  G1 

A6 

BO 

P3 

AO 

1.00 

640 

6 

MOUE  CART  FROM  ROLLER  TO  WORKTABLE 

A2  BO  G1 

A54 

B3 

PI 

AO 

1.00 

600 

TOTAL 

TMU 

7160 

Type 

D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H 

for  help> 

? 

27^770 


File  Description  ?  WELD  OFFSET  SQUARE  TO  ROUND 


utput  to  line-printer  <Y  or  N>  ?  N 


(  39,101) 

WELD  *W01  OSQ2RN.M72 

WELD  OFFSET  SQUARE  TO  ROUND  WITH  ARC  (STICK)  WELDER  AT  SHEETMETAL 
SHOP  WELDING  BOOTH 

PER  OFFSET  SQUARE  TO  ROUND  OFG :  4  19-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  6 

*  11  GAUGE  GALV.  SHEETMETAL 

*  12 ' X8 ' X10 '  DIAMETER  SQUARE  TO  ROUND- 

*  -WITH  3'  OFFSET  X20'  L 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE' 


1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

2  FITTER  MOUE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO  1.00 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32  1.00 

5  WELDOR  TURN  CURRENT  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  10  A1  1.00 

6  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  4 

A3  B3  G1  A1  B0  P6  A0  4.00 

7  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  4 

A1  B0  G1  Ml  X10  10  A0  4.00 

8  WELDOR  FASTEN  WELDROD  TO  STINGER  AT  WELDTABLE  1 

WRIST-TURN  USING  HAND.  F  16 

A1  B0  G1  A1  B0  PI  F3  A0  B0  PO  A0  16.00 

9  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  16 

A1  B0  G1  Ml  X0  10  A1  16.00 

10  WELDOR  POSITION  STINGER  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  16 

A1  B0  G1  A1  B0  P  6  A0  16.00 

11  OPERATE  WELD  STINGER-BUTTON2  AT  WELDTABLE  PTIME  65  S  F 

12 

A1  B0  G1  M6  X173I0  A0  12.00 

12  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  16 

A1  B0  G1  Ml  X0  10  A1  16.00 

13  WELDOR  LOOSEN  SLAG  FROM  SHEETMETAL  ASSEMBLY  AT 

WELDTABLE  6  STRIKES  USING  SLAGHAMMER  AT  WELDTABLE  AND 
ASIDE  PF  6  (4567) 

A1  B0  G1  ( A1  B0  PO  LI 6  )  A1  B0  PI  A0  (6)  1.00 

14  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTARLE  10 

ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
23  (4567  ) 


220 

1370 

220 

370 

60 

560 

520 

1120 

640 

1440 

21720 

640 

1060 


A1 

BO  G1  ( A1  BO 

M  72 

PI  CIO  )A1  BO  PI 

AO  (23) 

1.00 

2800 

15  REPLACE  SHEETMETAL  ASSEMBLY 
WELDTABLE  WITH  4  STEPS  F  2 

A1 

FROM  WELDTABLE  TO  CART  AT 

BO  G1  A6  BO  P3  AO 

2.00 

220 

16  FITTER  MOVE 

CART  FROM  WELDTABLE  TO  WORKTABLE 

A1  BO  G1  A131B0  FI 

AO 

1.00 

1340 

TOTAL  TMU 

34300, 

File  Description  ?  WELD  OFFSET  SQUARE  TO  ROUND 
Output  to  line-printer  <Y  or  N>  ? 


X  9  O  7^  gAPUjS  X'/g&'X 


4o  880 _ 2  4  Mt/J. 


3o  3  &  o _ / 3  3I//J- 

£  0,  SSO  \3  G  M/a/, 


File  Description  ?  MARK  OUT  ELBOW  (*.7)  CHEEKS 

Output  to  line-printer  <Y  or  N>  ?  N 

(  39 ,  3) 

FIT  .  W04  ELBOW  .MOl 

MARK  SHEETMETAL  FOR  ELBOW  (*  7)  CHEEKS  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  ELBOW  (*  7)  OFG :  4  0  9-MAR-83 

NASSCO  SHEETMETAL  *#  7 

*  U.S.  S.  CAPE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMEN: 7  1/ 2 ' X6 ' X90DEGREESX7  1/2 'RAD 

*  MARK  OUT  TOP  &  BOTTOM  CHEEKS 

*  USING  TEMPLATE 

FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  PLACE  1  WEIGHT  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220  . 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  (A1  BO  PI  R16  )  A1  BO  PI  AO  (8)  1.00  1480. 

4  REPLACE  1  WEIGHT  FROM  TEMPLATE  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220* 

5  REPLACE  1  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

6  MARK  CUT  LINE  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  60  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  A0  (60)  1.00  3040. 

7  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  38  (4567) 


A1  BO 

G1 

( A1  BO  PI  R3 

( A1 

BO 

PI 

A0 

(38) 

1.00 

1940 

8  MARK  IDENTIFICATION 

ON  SHEETMETAL  AT 

WORKTABLE  1 

DIGIT 

USING  BLACKPEN 

AND 

ASIDE  PF  46  (  4  5 

6  7 

) 

A1  BO 

G1 

(A1  BO  PI  R3 

)A1 

B0 

Pi 

A0 

(46) 

1.00 

2340 

TOTAL  TMU 

9570 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  (or  H  for  help>  ? 


File  Description  ?  MARK  OUT  ELBOW  THROAT  &  HEEL 
utput  to  line-printer  <Y  or  N>  ?  N 

(  39,  3) 

FIT  '  *W04  ELBOW  .M02 

MARK  OUT  SHEETMETAL  FOR  ELBOW  THROAT  &  HEEL  WITH  AWL  AT 
SHEETMETAL  SHOP 

PER  ELBOW  OFG :  4  03-MAR-83 

NASSCO  SHEETMETAL  PART  *  7 

*  U.S.S.  CAPE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMEN: 7  1/2 ' X6 ' X90DEGREESX7  1/2 'RAD 

*  LAYOUT  THROAT  &  HEEL  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  6  (1234567 

) 

( A1  BO  G1  A1  BO  PI  M32  )  A1  BO  PI  AO  (6)  1.00  2180. 

2  MARK  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING  AWL  AT 

WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  B0  PI  AO  (6)  1.00  340  . 

3  POSITION  STRAIGHT-EDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  AND  ASIDE  PF  3  (456) 

A1  BO  G1  ( A1  BO  P  6  )A0  (3)  1.00  230. 

4  PLACE  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  8 

A1  BO  G1  A1  BO  P3  AO  3.00  480. 

5  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  TO  SHEETMETAL  2 

DIGITS  USING  AWL  AND  ASIDE  PF  8  (1234567) 

( A1  BO  G1  A1  BO  PI  R6  )A1  B0  PI  AO  (8)  1.00  320. 

6  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  50  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (540)  1.00  2540. 


7  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  41  (4567) 


A1  BO 

G1  ( A1  BO 

PI 

R3  )  A1 

B0 

PI 

A0  (41) 

1.00 

2090. 

8 

MARK 

IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1 

DIGIT 

USING  BLACKPEN 

1 

AT  WORKTABLE 

AND 

ASIDE  PF 

24 

(  4 

5  6  7 

l 

A1  BO 

G1  (A1  BO 

PI 

R3  )  A1 

B0 

PI 

AO  (24) 

1.00 

1240, 

9 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO  CART 

AT 

WORKTABLE 

WITH 

3  STEPS 

A1 

BO 

G1  A6 

BO 

P3 

A0 

1.00 

110. 

10 

MOVE 

CART  FROM 

WORKTABLE  TO 

SMALLSHEAR 

A1 

BO 

G1  A67 

BO 

Pi 

A0 

1.00 

700. 

'Type  D » EM  >  CT  ?  EU  j  EX » L » LH  ?  LS  j  M  j  T  » U  <or  H  for  helrO-  ? 


TOTAL  TMU 


10730. 


File  Description  ?  SHEAR  OUTLINES  OF  ELBOW 
Output  to  line-printer  <Y  or  N>  ?  N 

f 

'  (  39,  3) 

FIT  .  W04  ELBOW  .M03 

SHEAR  SHEETMETAL  OUTLINES  FOR  ELBOW  WITH  SHEAR  AT  SHEETMETAL  SHOP 
PER  ELBOW  OFG:  4  09 -MAR- 8 3 

NASSCO  SHEETMETAL  PART  *  7 

*  U  .  S . S .  CAPE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMEN: 7  1/2 ' X6 ' X90DEGREESX7  1/2 'RAD 

*  ROUGH  CUT  CHEEK  RADIUS  ON  SHEAR 

*  SHEAR  IS  SMALL  3  FT.  SHEAR 
FITTER  BEGINS  AT  SMALLSHEAR 


1 

POSITION  4X8  SHEETMETAL  FROM 

CART  AT  SMALLSHEAR 

TO 

SMALLSHEAR  WITH. 4  STEPS 

A1 

B0  G1 

A6 

PO 

P  6 

A0 

1.00 

140 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

FOR  CUTTING  SHEETMETAL 

PROCESS 

A1 

B0  G1 

Ml 

X6 

10 

A0 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR 

A1 

B0  G1 

A1 

B0 

P  6 

A0 

1.00 

90 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

FOR  CUTTING 

LINES  ON 

SHEETMETAL  PROCESS  F  28 

A1 

B0  G1 

Ml 

X6 

10 

A0 

25.00 

2520 

5 

PLACE  SHEETMETAL  FROM  SMALLSHEAR  TO 

CART  AT 

SMALLSHEAR 

WITH  3  STEPS 

A1 

B0  G1 

A6 

B0 

P3 

A0 

1.00 

110 

6 

MOUE  CART  FROM  SMALLSHEAR  TO 

WORKTABLE 

A1 

B0  G1 

A67 

B3 

PI 

A0 

1.00 

730 

TOTAL  TMU  3680 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  ELBOW  RADIUS  LINES 
—.Output  to  Line-Printer  (Y  or  N>  ?  N 
(  39,  3) 

FIT  '  WO  4  ELBOW  .M04 

SHEAR  SHEETMETAL  FOR  ELBOW  RADIUS  LINES  WITH  UNI-SHEAR  AT 
SHEETMETAL  SHOP 

PER  ELBOW  OFG:  4  09 -MAR- 3 3 

NASSCO  SHEETMETAL  PART  *  7 

*  U.S.S.  CAPE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMEN: 7  1/2 ' X6 ' X90DEGREESX7  1/2 'RAD 

*  FINISH  SHEAR  CHEEK  RADIUS  WITH  UNI-SHEAR 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 


WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  MOVE  UNI-SHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

3  OPERATE  UNISHEAR  ON  SHEETMETAL  AT  WORKTABLE  PROCESS  F  4 

A1  PO  G1  M6  X173I0  AO  4.00  7240. 

4  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  1  CUT  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  32  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (32)  1.00  1640. 

5  FASTEN  (  FLATEN  ) SHEETMETAL  CORNERS  ON  SHEETMETAL  AT 

WORKTABLE  1  STRIKE  USING  HAMMER  AND  ASIDE  PF  32  (45 

6  7  ) 


A1  BO 

G1  ( A1 

BO 

PO 

F3 

)A1 

BO 

PI 

A0  (32) 

1.00 

6 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO 

CART 

AT 

WORKTABLE 

A1 

B0 

G1 

A1 

BO 

P3 

AO 

1.00 

7 

MOVE 

CART  FROM 

WORKTABLE 

TO 

LAPOUT 

MACHINE 

A1 

BO 

G1 

A54 

BO 

PI 

AO 

1.00 

TOTAL  TMU  12  910. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  FORM  ELBOW  LAP 
Output  to  line-Printer  <Y  or  N>  ?  N 


(  39,  3) 

FIT  '  .  W04  ELBOW  .M05 

FORM  SHEETMETAL  FOR  ELBOW  LAP  WITH 
LAPOUT  MACHINE  (ROTARY  MACHINE)  AT  SHEETMETAL  SHOP 
PER  ELBOW  OFG :  4  0  9-MAR-83 

NASSCO  SHEETMETAL  PART  *  7 

*  U  .S.S.  CAFE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GUAGE  GALV.  SHEETMETAL 

*  DIMEN: 7  1/2  ' X6 ' X90DEGREESX7  1/2 'RAD 

*  LAPOUT  1  END, 2  CHEEKS, 1  THROAT  &  1  HEEL 
FITTER  BEGINS  AT  LAPOUT 


1 

PLACE  SHEETMETAL  FROM 

CART 

AT  LAPOUT 

TO 

LAPOUT 

WITH  4 

STEPS  F  4 

A1 

BO  G1 

A6 

BO 

P3 

A0 

4.00 

440 

2 

PUSH  LAPOUT-SWITCH  AT 

LAPOUT 

PROCESS 

F  4 

A1 

BO  G1 

Ml 

XI 6 

10 

A0 

4.00 

760 

3 

REPLACE  SHEETMETAL  FROM  LAPOUT  TO  CART  AT  LAPOUT  WITH 

4  STEPS 

A1 

BO  G1 

A6 

BO 

P3 

A0 

1.00 

110 

4 

MOUE  CART  FROM  LAPOUT 

TO  PITTSBURGH 

A1 

BO  G1 

A6 

BO 

PI 

A0 

1.00 

90 

TOTAL  TMU  1400 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


17,990 


File  Description  ?  FORM  PITTSBURGH  LOCK  ON  ELBOW 
utput  to  line-printer  <Y  or  N>  ?  N 

(  39,  3) 

FIT  '  .  W04  ELBOW  .  MO  6 

FORM  SHEETMETAL  FOR  ELBOW  LOCK  WITH  PITTSBURGH  AT  SHEETMETAL  SHOP 
PER  ELBOW  OFG:  4  09-MAR-83 

NASSCO  SHEETMETAL  FART  *  7 

*  U  .S.S.  CAPE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMEN: 7  1/2 ' X6 ' X90DEGREESX7  1/2 'RAD 

*  FORM  PITTSBURGH  LOCK  ON  1  SIDE  OF  MACH 

*  FORM  EDGE  ON  OTHER  SIDE  OF  MACH 
FITTER  BEGINS  AT  PITTSBURGH 

1  PLACE  SHEETMETAL2  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

2  PUSH  PITTSBURGH-BUTTON  AND  FORM  PITTSBURGH  PROCESS  F  2 

A1  BO  G1  Ml  X32  10  AO 

3  PUSH  AND  GUIDE  SHEETMETAL2  THROUGH  PITTSBURGH  F  3 

A1  BO  G1  Ml  XO  13  AO 

4  PUSH  AND  GUIDE  SHEETMETAL  THROUGH  PITTSBURGH  WITH  4 

STEPS 

A6  BO  G1  Ml  XO  13  AO 

5  PLACE  SHEETMETAL  FROM  PITTSBURGH  TO  CART  AT  PITTSBURGH 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

6  MOVE  CART  FROM  PITTSBURGH  TO  WORKTABLE 

A1  BO  G1  A54  B3  PI  AO 


TOTAL  TMU  1810. 


Type  D,  EM,  CT,  EW,  EX,  L,  ID,  LS,  M,  T,  W  <or  H  for  help>  ? 


1.00  110. 

2.00  300. 

3.00  100. 

1.00  110. 

1.00  110. 

1.00  600  . 


ELEOW.M07 


File  Description  ?  FORM  ELBOW  RADIUS  THROAT  &  HEEL 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3) 

FIT  .  W04  ELBOW  .M07 

FORM  RADIUS  ON  ELBOW  THROAT  &  HEEL  WITH  ROLLER  AT  SHEETMETAL  SHOP 
PER  ELBOW  OFG :  4  09-MAR-83 

NASSCO  SHEETMETAL  PART  *  7 

*  U.S.  S.  CAFE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMEN: 7  1/ 2 ' X6 ' X90DEGREESX7  1/2 'RAD 

*  PLACE  SCRAP  METAL  IN  LOCK. 

*  SO  ROLLER  WILL  NOT  CLOSE  GAP 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  MOVE  SCRAP-SHEETMETAL  FROM  SCRAPBIN  TO  WORKTABLE 

A54  B3  G1  A54  B3  PI  A0  1.00  1160. 

3  PLACE  SHEETMETAL  (  SCRAP  STRIPS  1  FROM  WORKTABLE  TO 

SHEETMETAL  (  THROAT  &  HEEL  )  PITTSBURGH  AT  WORKTABLE  F 
4 

A1  BO  G1  A1  BO  P3  AO  4.00  240. 

4  FASTEN  SHEETMETAL  (  SCRAP  )  TO  SHEETMETAL  (  THROAT  & 

HEEL  )  AT  WORKTABLE  1  STRIKE  USING  HAMMER  AT  WORKTABLE 
AND  ASIDE  PF  8  (  4  5  6  7) 

A1  BO  G1  (A1  BO  PO  F3  )  A1  BO  PI  AO  (8)  1.00  360. 

5  PLACE  SHEETMETAL  AND  HAMMER  FROM  WORKTABLE  TO  CART  AT 

WORKTABLE  WITH  4  STEPS 

A1  BO  G  1  A6  BO  P3  AO  1.00  110. 

6  MOVE  CART  FROM  WORKTABLE  TO  ROLLER 

A1  BO  G1  A54  BO  FI  AO  1.00  570. 

7  PLACE  SHEETMETAL  FROM.  CART  AT  ROLLER  TO  ROLLER  WITH  4 
STEPS 

A1  BO  G1  A6  BO  F3  AO  1.00  110. 


TOTAL  TMU  2  660. 


Type  D,  EM,  CT,  EX,  T,  W  <Or  H  for  help>  ? 


File  Description  ?  FORM  EDGE  ON  ELBOW  CHEEKS 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  .W04  ELBOW  .M08 

FORM  SHEETMETAL  FOR  ELBOW  CHEEK3  WITH  ROLLER  AT  SHEETMETAL  SHOP 
PER  ELBOW  OFG:  4  10 -MAR- 8 3 

NASSCO  SHEETMETAL  FART  *  7 

*  U.S.S.  CAFE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMEN: 7  1/2 ' X6 ' X90DEGREESX7  1/2 'RAD 

*  KINK  CORNER  ON  SHEETMETAL  WITH  VISEGRIPS 

*  DONE  FOR  EASE  OF  OPERATION 

*  ROLLER  IS  EDGE  ROLLER 
FITTER  BEGINS  AT  WORKTABLE 


1 

PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO 

1.00 

110 

2 

LOOSEN  SHEETMETAL  [SCRAP]  FROM  SHEETMETAL  AT  WORKTABLE 

1  STRIKE  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (  4 

5  6  7) 

A1  BO  G1  ( A1  BO  P0  L3  )  A1  BO  PI  AO  (8) 

1.00 

360 

3 

GRIP  AND  TWIST  SHEETMETAL  [CHEEKS]  AT  WORKTABLE  1  TWIST 
USING  VISEGRIPS  AND  ASIDE  F  4 

A1  BO  G1  A1  BO  P3  Cl  A1  BO  PI  AO 

4.00 

360 

4 

MOVE  SHEETMETAL  FROM  WORKTABLE  TO  EDGER 

A1  BO  G1  A67  BO  PI  AO 

1.00 

700 

5 

POSITION  SHEETMETAL  TO  EDGER  WITH  4  STEPS 

A1  BO  G1  A6  BO  P6  AO 

1.00 

140 

6 

OPERATE  EDGER-SWITCH  AT  EDGER  PROCESS  F  4 

A1  BO  G1  M6  X42  10  AO 

4.00 

2000 

7 

MOVE  SHEETMETAL  FROM  EDGER  TO  WORKTABLE 

A1  BO  G1  A67  B3  PI  AO 

1.00 

730 

T 

TOTAL  TMU 

D*EM»CT>EW>EX»L»LB»LS»M»T»W  <or  H  for  help>  ? 

4400 

File  Description  ?  ASSEMBLE  ELBOW 
Output  to  line-Printer  <Y  or  N>  ?  N 

(  39 ,  3) 

FIT  •  1/1/04  ELBOW  .MO  9 

ASSEMBLE  SHEETMETAL  PIECES  FOR  ELBOW  WITH  HAMMER  AT  SHEETMETAL 

SHOP 

PER  ELBOW  OFG:  4  10 -MAR- 8  3 

NASSCO  SHEETMETAL  PART  *  7 

*  U.S.S.  CAFE  COD 

*  WORK  ORDER  3070-339 

*  SKETCH  737 

*  20  GAUGE  GALV.  SHEETMETAL 

*  DIMEN: 7  1/2 ' X6 ' X90DEGREESX7  1/2'  RAD 

*  ASSEMBLE  2  CHEEKS,  1  THROAT  &  1  HEEL 

*  SECURE  ASSEMBLY  WITH  PITTSBURGH  LOCK 
FITTER  BEGINS  AT  WORKTABLE 

1  FASTEN  (  FLATTEN  )  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  16  (  4 
5  6  7  ) 

A1  BO  G1  (  A  1  BO  PO  F 6  )  A1  BO  PI  A0  (16) 

2  MOVE  BARCLAMP2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO 

3  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO 

4  FASTEN  BARCLAMP  TO  ELBOW  AT  WORKTABLE  3  WRIST-CRANKS 

USING  'HAND  F  2 

A1  B0  G1  A1  BO  PI  F  6  AO  BO  PO  AO 

5  PLACE  SETTINGTOOL  FROM  WORKTAELE  TO  SHEETMETAL  AT 

WORKTABLE  PF  12  (456) 

A1  BO  G1  (A1  BO  P3  (A0  (12) 

6  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTAELE  1  STRIKE 

USING  HAMMER  AND  ASIDE  PF  12  (  4  5  6  7  ) 

A1  BO  G1  (A1  BO  PO  F3  )  A1  BO  PI  AO  (12) 

7  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKES 

USING  HAMMER  AND  ASIDE  Pi  24  (  4  5  6  7  ) 

A1  BO  G1  (A1  B0  PO  F3  )  A1  BO  PI  AO  (24) 

8  LOOSEN  BARCLAMP  FROM  SHEETMETAL  AT  WORKTABLE  3 

WRIST-CRANKS  USING  HAND  PF  2  (  4  5  6  7  ) 

A1  BO  G1  ( A1  BO  PI  L6  )  AO  B0  P0  A0  (2) 

9  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  2  STRIKES 

USING  HAMMER  AND  ASIDE  PF  99  (  4567  ) 

A1  BO  G1  ( A1  BO  PO  F  6  )  A1  B0  PI  AO  (99) 

10  GRIP  SEALANT  TO  SHEETMETAL  FIFFICULT  AT  WORKTABLE  USING 

CAULKINGGUN  AND  ASIDE  PF  12  (  4  567) 

A  1  BO  G1  ( A1  BO  F3  Cl  )  A1  BO  PI  AO  (12) 

11  INSPECT  SHEETMETAL  AT  WORKTAELE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  A0  B0  P0  A0 


TOTAL  TMU  13420. 


<or  H  for  help >  ? 


1.00  1160. 

1.00  1970. 

2  1  00  180  . 

2.00  200  . 

1.00  500. 

1.00  520. 

1.00  1000. 

1.00  180. 

1.00  6970. 

1.00  640  . 

1.00  100. 


Type  D »  EM »  CT »  EW  »  EX » L » LD »  LS  f  H » T » W 


T 


Please  input  file  <ELBOW.M40  >  ? 


File  Description  ?  MARK  OUT  CHEEKS  FOR  ELBOW 
Output  to  line-printer  <Y  or  N>  ?  N 

(  39 ,  3) 

FIT  '  .Wll  ELBOW  .  M  4  0 

MARK  OUT  CHEEKS  FOR  ELBOW  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  ELBOW  OFG:  4  14 -APR-8 3 

NASSCO  SHEETMETAL  SHAPE  7 

*  HULL  414 

*  DRAWING  501- 'W@  *  V2-62001 

*  V6-2491 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' xl5 '  RECT.  ELBOW  WITH  15'  RADIUS 

*  MARK  OUT  CHEEKS  WITH  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

XnaTEOBStBffiOl  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00 

2  PLACE  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  ON  SHEETMETAL 

AT  WORKTABLE  WITH  3  STEPS  F  4 

A1  BO  G1  A6  BO  P3  AO  4.00 

3  MARK  OUTLINES  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4]  5RG4 }  3  7 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

F  8 

A1  BO  G1  A1  BO  P  6  AO  8.00 

5  FASTEN  CPUNCH  TO  TEMPLATE  AT  OWKTABLE  1  STRIKE  USING 

HAHMER  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (8)  1.00 

6  REPLACE  WEIGHTS  FROM  TEMPLATE  TO  WORKTABLE  WITH  3  STEPS 

F  4 

A1  BO  G1  A6  BO  P3  AO  4.00 

7  REPLACE  TEMPLATES  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

7  USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  6  (  4  5  6  7S  ) 

A1  BO  G1  (A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  60  (4567) 

A1  BO  XO  61  ( A1  BO  PI  R3  ) A1  BO  PI  AO  (60)  1.00 

10  MARK  IDENTIFICATION  INFORMATION  ON  SHEETMETAL  AT 
WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  52  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52)  1.00 


280. 

440. 

1120. 

720. 

360. 

440. 

220. 

1120. 

3040 

2640. 


TOTAL  TMU 


10380 


(  39,  3) 

FIT  '  .  W1 1  ELBOW  . M41 

MARK  OUT  HEEL  AND  THROAT  FOR  ELBOW  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  ELBOW  OFG:  4  14-APR-83 

NASSCO  SHEETMETAL  SHAPE  7 

*  HULL  414 

*  DRAWING  501-062 

*  V2-62001 

*  V6-2491 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15 '  RECT.  ELBOW  WITH  15'  RADIUS 

*  MARK  OUT  THROAT&HEEL  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (4)  1.00  1400. 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AN  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (8)  1.00  440. 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  4 

A1  BO  G1  A6  BO  P6  AO  4.00  560. 

4  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (456 
7  ) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (4)  1.00  760. 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  3  STEPS  F  8 

A1  BO  G1  A6  BO  P6  AO  8.00  1120. 

6  MARK  LINES  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2  DIGITS 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PI  R6  )  A1  BO  PI  AO  (8)  1.00  680. 

7  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  HOLD  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  AO  BO  PO  AO  (4  )  1.00  740. 

8  HOLD+MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  2  DIGITS 

USING  BW7EDPEN  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

AO  BO  GO  ( A1  BO  PI  R6  )  A1  BO  PI  AO  (8)  1.00  660. 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKP  AT  WORKTABLE  AND  HOLD 
PF  34  (4567) 

A1  BO  G1  (A1  BO  FI  R3  )  AO  BO  PO  AO  (34)  1.00  1720. 

10  HOLD+MARK  IDENTIFICATION  INFORMATION  ON  SHEETMETA  AT 

WORKTABLE  E  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  52  (4567) 

AO  BO  GO  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52)  1.00  2620. 

11  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

12  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO  1.00  700. 


TOTAL  TMU  11620. 


Type  D > EH t CT » EW » EX t L » LD > LS » M »T » U  <or  H  for  help>  ? 


Please  input  file  <ELBOW.M42  >  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  ELBOW 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  391  3) 

FIT  •  Wll  ELBOW  .  M42 

SHEAR  SHEETMETAL  FOR  ELBOW  WITH  SMALL  8FT .  SHEAR  AT  SHEETMETAL 

SHOP 

PER  ELBOW  OFG :  4  14 -APR-8 3 

NASSCO  SHEETMETAL  SHAPE  7 

*  HULL  414 

*  DRAWING  501-062 

*  V2-62001 

*  V  6  -  2  4  9  1 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 '  X15 '  RECT.  ELBOW  WITH  15'  RADIUS 

*  SHEAR  SPACER  STRIPS  FOR  PITTSBURGH  LOCKS 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P  6 

A0 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  2 

A1 

BO 

G1 

Ml 

X6 

10 

AO 

2.00 

180 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  WITH 

3  STEPS  F  20 

A1 

BO 

G1 

A6 

BO 

P  6 

AO 

20.00 

2800 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  20 

A1 

BO 

G1 

Ml 

X6 

10 

AO 

20.00 

1800 

5 

REPLACE  SHEETMETAL2  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  20  STEPS 

A1 

BO 

G1 

A32 

BO 

P3 

AO 

1.00 

370 

6 

MOVE  CART  WITH  SHEETMETAL  FROM 

SMALLSHEAR  TO  WORKTABLE 

A1 

BO 

G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL  TMU  6160 


Type  D,  EM,  CT,  EW,  EX,  L,  LB,  LS,  M,  T,  W  (or  H  fop  help>  ? 


Please  input  file  (ELBOW. M  >  ? 


File  Description  ?  SHEAR  RADIUS  ON  CHEEKS  FOR  ELBOW 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3) 

FIT  '  .Wll  ELBOW  . M43 

SHEAR  RADIUS  ON  CHEEKS  FOR  ELBOW  WITH  UNI-SHEAR  AT  SHEETMETAL 

SHOP 

PER  ELBOW  OFG:  4  14-AFR-83 

NASSCO  SHEETMETAL  SHAPE  7 

*  HULL  414 

*  DRAWING  501-062 

*  V2-62008 

*  V6-2491 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15 '  RECT.  ELBOW  WITH  15'  RADIUS 

*  BEND  EDGE  CORNERS  UP  90DEGREES  FOR  EDGER 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTARLE 
WITH  4  STEPS  F  2 


A1 

BO 

G1  A6  BO 

F3 

AO 

2.00 

220 

MOVE  UNISHEAR2 

FROM 

TOOLROOM 

TO 

WORKTABLE 

A9  6 

BO 

G1  A96  B3 

PI 

AO 

1.00 

1970 

OPERATE  UNI SHEAR  AT 

WORKTABLE 

PROCESS  F  8 

A1  BO 

G1  M6  X17310 

AO 

8.00 

14480 

CUT  CORNERS  ON 

SHEETMETAL  AT 

WORKTABLE  2  CUTS 

USING 

SNIPS  AT  WORKTABLE 

AND  ASIDE 

PF 

8  (4  5  6  7 

) 

A1  BO 

G1 

( A1  BO 

F3 

C3  )A1  BO 

FI 

AO 

(8) 

1.00 

600 

5  FASTEN  [FLATTEN]  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  A-T  WORKTABLE  AND  ASIDE  PF  8  (45 
6  7  ) 

A1  BO  G1  ( A1  BO  PO  F 6  )  A1  BO  FI  AO  (8)  1.00  600. 

6  GRIP  AND  TWIST  EDGE  CORNERS  ON  SHEETMETAL  [CHEEKS]  AT 

WORKTABLE  1  TWIST  USING  VISEGRIPS  AT  WORKTABLE  AND 
ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  F3  Cl  )  A1  BO  PI  AO  (4)  1.00  240. 

7  REPLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  F3  AO  2.00  220  . 

8  MOVE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  LAPOUT 

A1  EO  G1  A54  BO  PI  AO  1.00  570. 


TOTAL  TMU  18900. 


Type  D,  EM,  CT,  EW,  EX,  L,  ID,  IS,  M,  T,  W  <or  H  for  help>  ? 


3  r  o  60 


Please  input  file  <ELBOW.M44  >  ? 


File  Description  ?  FORM  LAP  ENDS  ON  SHEETMETAL  FOR  ELBOW 


Output  to  line-printer  <Y  or  N>  ?  N 
(  391  3) 

FIT  •  Wll  ELBOW  .  M44 

FORM  LAP  ENDS  ON  SHEETMETAL  FOR  ELBOW  WITH  LAPOUT  MACHINE  AT 
SHEETMETAL  SHOP 

PER  ELBOW  OFG :  4  14 -APR-8 3 

NASSCO  SHEETMETAL  SHAPE  7 

*  HULL  414 

*  DRAWING  501-062 

*  V2-62001 

*  V6-2491 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15 '  RECT.  ELBOW  WITH  90DEGREE  RADIUS 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  4 


A1 

BO 

G1 

A6  BO 

P3 

AO 

4  .00 

4  4  0 

2 

PUSH 

LAPOUT-SWITCH 

PROCESS  F 

4 

A1 

BO 

G1 

Ml  XI 6 

10 

AO 

4.00 

760. 

3 

PUSH 

AND  GUIDE 

SHEETMETAL  THROUGH 

LAPOUT  WITH 

3  STEPS 

A6 

BO 

G1 

Ml  XO 

13 

AO 

1.00 

110. 

4 

REPLACE  SHEETMETAL 

FROM  LAPOUT 

TO  CART  AT  LAPOUT  WITH 

4  STEPS  F  4 

A1 

BO 

G1 

A6  BO 

P3 

AO 

4.00 

440  . 

5 

MOVE 

CART  WITH 

SHEETMETAL  FROM 

LAPOUT  TO  EDGER 

A1 

BO 

G1 

A16  HO 

PI 

AO 

1.00 

190. 

TOTAL  TMU  1940. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


2  7  o  &  & 


Please  input  file  <ELBOW.M45>  ? 


File  Description  ?  FORM  90DEGREE  EDGE  ON  CHEEKS  FOR  ELBOW 
Output  to  line-printer  <Y  or  N>  ?  N 
(39  3) 

fit  '  .wil  ELBOW  .M45 

FORM  90  DEGREE  EDGE  ON  CHEEKS  FOR  ELBOW  WITH 
EDGER  (FLANGER)  MACHINE  AT  SHEETMETAL  SHOP 

PER  ELBOW  OFG:  4  14 -APR-8 3 

NASSCO  SHEETMETAL  SHAPE  7 

*  HULL  414 

*  DRAWING  501-062 

*  V2-62001 

*  V6-2491 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15 '  RECT.  ELBOW  WITH  15'  RADIUS 

*  USE  PREVIOUSLY  TURNED  UP  EDGE  TO  — 

S  START  METAL  IN  MACHINE 

FITTER  BEGINS  AT  EDGER 


1  POSITION  SHEETMETAL  FROM  CART  AT  EDGER  TO  EDGER  WITH  4 
STEPS  F  2 


A1  BO  G1  A6 

BO 

P  6 

AO 

2.00 

280. 

2 

PUSH  EDGER-SWITCH  PROCESS  F  2 

A1  BO  G1  Ml 

X42 

10 

AO 

2.00 

900. 

3 

POSITION  SHEETMETAL  FROM  EDGER  TO  EDGER 

2 

A1  BO  G1  A6 

WITH 

3 

STEPS  F 

BO 

P  6 

AO 

2.00 

280. 

4 

PUSH  EDGER-SWITCH  PROCESS  F  2 

A1  BO  G1  Ml 

X42 

10 

AO 

2.00 

900. 

5 

PUSH  AND  GUIDE  SHEETMETAL  THROUGH  EDGER 

WITH  3 

STEPS 

A6  BO  G1  Ml 

XO 

13 

AO 

1.00 

1101 

6 

REPLACE  SHEETMETAL  FROM  EDGER  TO  CART  AT  EDGER 

WITH  4 

STEPS  F  2 

A1  BO  G1  A6 

BO 

P3 

AO 

2.00 

220. 

7 

MOVE  CART  WITH  SHEETMETAL  FROM  EDGER  TO 

PITTSBURGH 

A1  BO  G1  A16 

BO 

FI 

AO 

1.00 

190. 

TOTAL  TMU  2880. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  (or  H  for  help>  ? 


2988° 


T 


Please  input  file  <ELBOW.M46  >  ? 


File  Description  ?  FORM  PITTSBURGH  LOCK  ON  THROAT  &  HEEL  FOR  ELBOW 


Output  to  line-printer  (Y  or  N>  ?  N 
(  39,  3) 

FIT  '  .Wll  ELBOW  . M4 6 

FORM  PITTSBURGH  LOCK  ON  THROAT  AND  HEEL  FOR  ELBOW  WITH  PITTSBURGH 
AT  SHEETMETAL  SHOP 

PER  ELBOW  OFG:  4  14-APR-83 

NASSCO  SHEETMETAL  SHAPE  7 

*  HULL  414 

*  DRAWING  501-062 

*  V2-62001 

*  V6-2491 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 '  X15 '  RECT.  ELBOW  WITH  15'  RADIUS 
FITTER  BEGINS  AT  PITTSBURGH 


1  PLACE  SHEETMETAL  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 
WITH  4  STEPS  F  2 


A1  BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

2 

PUSH  PITTSBURGH-BUTTON 

PROCESS  F 

2 

A1  BO 

G1 

Ml 

X32 

10 

AO 

2.00 

700 

3 

PLACE  SHEETMETAL  FROM 

PITTSBURGH 

TO 

PITTSBURGH 

WITH  2 

STEPS  F  2 

A1  BO 

G1 

A3 

BO 

P3 

AO 

2.00 

160 

4 

PUSH  PITTSBURGH-BUTTON 

PROCESS  F 

2 

A1  BO 

G1 

Ml 

X32 

10 

AO 

2.00 

700 

5 

PUSH  AND  GUIDE  SHEETMETAL  THROUGH  PITTSBURGH  WITH  3 

STEPS  F  4 

A6  BO 

G1 

Ml 

XO 

13 

AO 

4.00 

440 

6 

REPLACE  SHEETMETAL  FROM  PITTSBURGH 

TO  CART 

AT 

PITTSBURGH  WITH  4  STEPS  F  2 

AL  BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

7 

MOVE  CART  WITH  SHEETMETAL  FROM  PITTSBURGH  TO  WORKTABLE 

A1  BO 

G1 

A54 

B3 

FI 

AO 

1.00 

600 

TOTAL  TMU  3040 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


3d  9  do 


Please  input  file  <ELBOW.M47  >  ? 


File  Description  ?  POSITION  SPACERS  IN  PITTSBURGH  LOCKS  FOR  ELBOW 


Output  to  line-Printer  <Y  or  N>  ?  N 

(  39,  3) 

FIT  '  .Wll  ELBOW  .  M47 

POSITION  SPACERS  IN  PITTSBURGH  LOCKS  FOR  ELBOW  WITH  HAMMER  AT 
SHEETMETAL  SHOP 

PER  ELBOW  OFG:  4  14 -APR-8 3 

NASSCO  SHEETMETAL  SHAPE  7 

*  HULL  414 

*  DRAWING  501-062 

*  V2-62001 

*  V6-2491 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15 '  RECT.  ELBOW  WITH  15'  RADIUS 

*  PROTECT  PITTSBURGH  LOCKS  WITH  SPACERS— 

*  WHILE  ROLLING 

FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

2  POSITION  SHEETMETAL  [SPACERS]  FROM  WORKTABLE  TO 

SHEETMETAL  [PITTSBURGH  LOCKS]  AT  WORKTABLE  WITH  3 


STEPS 

F  4 

A1  BO 

G1 

A6  B0 

P  6  AO 

4.00 

560 

3 

FASTEN 

SHEETMETAL  TO  SHEETMETAL 

AT  WORKTABLE 

1  STRIKE 

USING 

HAMMER  AT  WORKTABLE  AND  ASIDE 

PF  8  (  4 

5  6  7) 

A1  BO  G1  ( A1  BO  PO 

F3 

)  A1  BO 

PI  AO  (8) 

1.00 

360 

4 

PLACE 

MASKING-TAPE  FROM  WORKTABLE  TO 

SHEETMETAL  AT 

WORKTABLE  WITH  1  STEP  F  12 

A1  BO 

G1 

A3  BO 

P3  AO 

12.00 

960 

5 

MOVE  SHEETMETAL  FROM  WORKTABLE 

TO  ROLLER 

A1  BO 

G1 

A54  BO 

PI  AO 

1.00 

570 

TOTAL  TMU  2  670 

Type  D,  EM,  CT,  EW,  EX,  L,  ID,  LS,  M,  T,  W  <or  H  for  help>  ? 


T 


Please  input  file  <ELBOW.M48  >  ? 


File  Description  ?  FORM  RADIUS  ON  THROAT  AND  HEEL  FOR  ELBOW 


Output  to  line-printer  (Y  or  N>  ?  N 
(  39,  3) 

FIT  '  •  Wll  ELBOW  . M48 

FORM  RADIUS  ON  THROAT  AND  HEEL  FOR  ELBOW  WITH 
ROLL  FORMER  (ROLLER)  MACHINE  AT  SHEETMETAL  SHOP 

PER  ELBOW  OFG :  4  14 -APR-8 3 

NASSCO  SHEETMETAL  SHAPE  7 

*  HULL  414 

*  DRAWING  501-062 

*  V2-62001 

*  V6-2491 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15 '  RECT.  ELBOW  WITH  15'  RADIUS 

*  CHECK  RADIUS  ON  THROAT  &  HEEL  WITH  — 
t.  RADIUS  ON  CHEEK 

FITTER  BEGINS  AT  ROLLER 


1  PLACE  SHEETMETAL  FROM  FITTER  AT  ROLLER  TO  ROLLER  WITH 
3  STEPS 


A1 

BO 

G1 

A6  HO 

P3 

AO 

1.00 

110 

2 

FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL  AT  ROLLER 

3 

WRIST-TURNS  USING  HAND  F  6 

A1  BO  G1  A1  BO 

PI 

F  6 

AO  BO 

PO 

AO 

6.00 

600 

3 

PUSH  ROLLER-BUTTON  PROCESS  F 

8 

A1 

BO 

G1 

Ml  X96 

10 

AO 

8.00 

7920 

4 

POSITION  SHEETMETAL  [THROAT 

&  HEEL] 

FROM  WORKTABLE  TO 

SHEETMETAL  [CHEEK]  AT  ROLLER  WITH 

3  STEPS  F 

8 

A54 

B3 

G1 

A6  BO 

P  6 

AO 

8.00 

5600 

5 

MOVE  SHEETMETAL  FROM  ROLLER 

TO 

WORKTABLE 

A1 

BO 

G1 

A54  B3 

FI 

AO 

1.00 

600 

TOTAL 

TMU 

14830 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  W  <or  H  for  help>  ? 


^0  42-0 


T 


Please  input  file  LBOW.M4  9  >  ? 


File  Description  ?  ASSEMBLE  CHEEKS,  THROAT,  AND  HEEL  FOR  ELBOW 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3) 

FIT  '  .Wll  ELBOW  .  M4  9 

ASSEMBLE  CHEEKS,  THROAT,  AND  HEEL  FOR  ELBOW  WITH  HAMMER  AT 
SHEETMETAL  SHOP 

PER  ELBOW  OFG:  4  14 -APR-8 3 

NASSCO  SHEETMETAL  SHAPE  7 

*  HULL  414 

*  DRAWING  501-062 

*  V2-62001 

*  VS-2491 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15 '  RECT.  ELBOW  WITH  15'  RADIUS 

*  REMOVE  SPACERS  FROM  PITTSBURGH  LOCK 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  FITTER  AT  WORKTABLE  TO  WORKTABLE 

A1  BO  G1  A1  BO  P3  AO  1.00 

2  REPLACE  MASKING-TAPE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  2  STEPS  F  8 

A1  BO  G1  A3  BO  P3  AO  8.00 

3  LOOSEN  SHEETMETAL  FROM  SHEETMETAL  AT  WORKTABLE  2 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (45 

6  7  ) 

A1  BO  G1  ( A1  BO  PO  L6  )A11  BO  PI  AO  (8)  1.00 

4  MOVE  BARCLAMP  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00 

5  POSITION  SHEETMETAL  [CHEEK}  TO  SHEETMETAL  [THROAT  : 

HEEL]  AT  WORKTABLE  WITH  1  STEP  F  2 

AL  BO  G1  A3  BO  P6  AO  2.00 

6  POSITION  BARCLAMP  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  6 

A1  B0  G1  A1  BO  P  6  AO  6.00 

7  FASTEN  BARCLAMP  TO  SHEETMETAL  AT  WORKTABLE  3 

WRIST-TURNS  USING  HAND  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  F 6  )  AO  BO  PO  AO  (6)  1.00 

8  POSITION  SETTINGTOOL  FROM  WORKTARLE  TO  SHEETMETAL  AT 

WORKTABLE  F  40 

A1  BO  G1  A1  BO  P  6  AO  40.00 

9  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  2  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  40  (4567) 

A1  BO  G1  ( A1  B0  PO  F 6  )  A1  BO  FI  AO  (40)  1.00 

10  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  Gl.  ( A1  BO  PO  F 6  ) A1  BO  PI  AO  (16)  1.00 

11  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  40  (4567) 

A1  BO  Gl  (A1  BO  PO  F32  )  A1  BO  PI  A0  (40)  1.00 

12  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  HO  PO  T10  AO  BO  PO  AO  1.00 


60 

640 

600 

1970 

220 

540 

500 

3600 

2840 

1160 

13240 


TOTAL  TMU 


25470. 


Tape  B » EM » CT  » EW » EX » L » LB  >  LS » M » T  >  W  <or  H  for  help>  ? 


& 


3024 

2 

NASSCO  \NALYSIS  Of'  ERECT  t  ON 

UNITS 

PREPARED  09/05/02  01:20 

AGE 

PARAMETER 

ENDING  03- 

18-03 

CON 

ElltC  T  I  ON 
UNI  T 

HULL 

DE SCRIPT ION 

ENG  STRUCTURE  -  -  - 
SCIIED  ACTUAL 

LOFTING  - 
SCIIED 

ACTUAL 

CHASP 
.  n.  AG 

START  DA T C 
TASK  OATE 

DRAWING  INFO 
SUO  ASSY 

! MAT  I  ON 
NSTLN 

D 

V2' 

t  000 

41  4 

PURCHASED  PRCFILTERS  (UNDER  C/ 
(SEE  TE0U1LAI 

SEE  M-K  PRIOR  TO  INSTALL 

NREC 

NREC 

NREC 

NR  EC 

Z 

1 1/02/82 
l 1/25/82 

4 14-501 -777- 
1 1/25/82 

1 1/25/02 

1) 

V2 

707 

414 

FILTERS  (AOSLT.WITH  DUMMY)  <PU 
501-913  C/G  (SEE  TEQUILA) 

SEE  M-K  PRIOR  TO  INSTALL 

NR  EC 

NREC 

NREC 

NREC 

Z 

1 1/08/82 

1 1/25/82 

4 14-501 -77 r- 
1 1/25/02 

1 1/25/02 

D 

V2 

1002 

414 

ABSOLUTE  FLTR.1ZI-6I501-007(PU 
VENT  3RD  PL  ATF  «  FR.90  -  100  (  SI’ ARE 
SEE  M-K  PRIOR  TO  IN3T ALL 

NREC 

NREC 

NREC 

NREC 

Z 

1 1/15/02 

1 2/09/02 

414-501  -777- 
I 2/09/02 

1 2/09/82 

D 

V2 

1  00b 

414 

PRC  FILTER!  Z1  6)501  007  (PURCII 
VENT  3RD  PLATF.FR.90 • 100  (SPAR 
SEE  M-K  PRIOR  TO  INSTALL 

NREC 

NREC 

NREC 

NR  F.C 

z 

1 1/15/02 
12/09/02 

4 14-501 -777- 
1 2/09/02 

1 2/09/82 

D 

V2 

1  000 

414 

PRE  FILTER  ( Z 1  16).  50 1-  0 1  1  (PU 
VENT.  2ND.  PLATF,  FR.  90-100  ( 
SEE  M-K  PRIOR  TO  IN3T ALL 

NREC 

Nrec 

NREC 

NREC 

00/00/00 

01/03/83 

414-501 -777- 
01/03/81 

01/03/03 

UNITS  BEHIND  SCIIED 


T 


Please  input  file  <ELBOW.M20  >  ? 

File  Description  ?  MARK  OUT  CHEEKS  FOR  ELBOW  WITH  VANE  TURNS 


Output  to  line-printer  <Y  or  N>  ?  N 

(  39,  3) 

FIT  •  W09  E  L  B 

MARK  OUT  CHEEKS  FOR  RECTANGULAR  ELBOW  WITH  VANE  TURNS  WITH  AWL  AT 

SHEETMETAL  SHOP 

PER  ELBOW  OFG :  4  ll-APR-83 

NASSCO  SHEETMETAL  SHAPE  *7 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1098 

*  V6-7598 

*  11  GAUGE  GALV.  SHEETMETAL 

*  15 ' X40 '  ELBOW  WITH  VANE  TURNS 

*  MARK  OUT  CHEEKS  WITH  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  AT 

WORKTABLE  WITH  3  STEPS  F  6 

A1  BO  G1  A6  BO  P6  AO  6.00 

3  MARK  LINES  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 
DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567 

I 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  57 

A1  BO  G1  A1  BO  P  6  AO  57.00 

5  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  57 

A1  BO  G1  A1  BO  P  6  AO  57.00 

6  FASTEN  CPUNCH  TO  TEMPLATE  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AJ  W^TA?LE  gflD  ^^7  ^  AQ  (57)  1>00 

7  FASTEN  CPUNCH  TO  TEMPLATE  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  57  (4567) 

A1  BO  G1  (A1  BO  PO  F3  )  A1  BO  PI  AO  (57)  1.00 

8  REPLACE  WEIGHTS  FROM  TEMPLATE  TO  WORKTABLE  WITH  3  STEPS 

F  6 

A1  BO  G1  A6  BO  P3  AO  6.00 

9  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

10  HARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 
USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00 

11  HARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  48  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (48) 


280 

840 

1120 

5130 

5130 

2320 

2320 

660 

220 

1120 


1.00 


2440 


£//2,aod  M-eo 

12  MARK  IDENTIFICATION  INFORMATION  ON  SHEETMETAL  AT 
WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  52  (  4  5  6  7  ) 

A1  BO  G1  ( A1  BO  PI  R3  >A1  BO  PI  AO  <52>  1.00 


TOTAL  TMU 


Tape  TJ  f  EM »  CT  *  EW  >  EX » L  >  LD  »  LS » M » T » U  <or  H  for  help>  ? 


2640. 

24220. 


T 


Please  input  file  <ELB0W.M21  >  ? 


?'•  File  Description  ?  MARK  OUT  THROAT  AND  HEEL  FOR  ELBOW 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  .  W09  ELBOW 

MARK  OUT  THROAT  AND  HEEL  FOR  ELBOW  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  ELBOW  OFG:  4  ll-APR-83 

NASSCO  SHEETMETAL  SHAPE  *7 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1098 

*  V6-7598 

*  11  GAUGE  GALV.  SHEETMETAL 

*  15 ' X40 '  ELBOW  WITH  VANE  TURNS 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  F  4 

A1  BO  G1  A1  BO  PI  M32  A1  BO  PI  AO  4.00 

2  MARK  DIMENSIONS  FROM  STEEL-TAPE  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 
1  6(4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (16)  1.00 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  8 

A1  BO  G1  A6  BO  P6  AO  8.00 

4  MARK  LINES  FROM  STRAIGHTEDGE  TOSHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  8  (456 
7  ) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (8)  1.00 

5  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (4)  1.00 

6  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  34  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (34)  1.00 

7  MARK  IDENTIFICATION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  52  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52)  1.00 


TOTAL  TMU 


1520 

840 

1120 

1480 

760 

1740 

2640 

10100 


Type  D,  EM,  CT,  EW,  EX,  L,  ID,  LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  (ELBOW. M22  >  ? 


File  Description  ?  MARK  OUT  TURN  VANES  FOR  RECTANGULAR  ELBOW 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  .WO  9  ELBOW  *#32? 

MARK  OUT  TURN  VANES  FOR  RECTANGULAR  ELBOW  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  ELBOW  OFG:  4  ll-APR-83 

NASSCO  SHEETMETAL  SHAPE  7 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1098 

*  V6-7598 

*  11  GAUGE  GALV.  SHEETMETAL 

*  15 '  X40 '  ELBOW  WITH  VANE  TURNS 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 
STEEL-TAPE  AT  WORKTABLE  WITH  3  STEPS  AND  ASIDE  PF  4  ( 

1  2  3  4  5  6  7) 

( A1  BO  G1  A1  BO  PI  A6  )M32A1  BO  PI  AO  (4)  1.00  740. 


2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  WITH  3  STEPS  AND  ASIDE  PF  12  ( 

4  5  6  7) 


A1  BO  G1  ( A1  BO  PI 

A6  )  R3 

A1 

BO 

PI  AO 

(12) 

1.00 

1030 

POSITION  STRAIGHTEDGE  FROM 

WORKTABLE 

TO 

SHEETMETAL 

AT 

WORKTABLE  F  6 

A1 

BO  G1 

A1 

BO 

P  6  AO 

6.00 

540 

4  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 
5  DIGITS  USING  AWL  AT  WORKTABLE  WITH  2  STEPS  AND  ASIDE 
P  F  6  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  A3  )R16A1  BO  PI  AO  (6)  1.00  500  . 

5  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  WITH  3  STEPS  AND  ASIDE  PF  4 
(4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  A6  )R16A1  BO  PI  AO  (4)  1.00  520. 

6  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  WITH  3 
STEPS  AND  ASIDE  PF  46  (4567) 

A1  BO  G1  ( A1  BO  PI  A6  )  R3  A1  BO  PI  AO  (46)  1.00  3750. 

7  MARK  IDENTIFICATION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  52  (4567) 


A1  BO 

G1 

( A1  BO  PI  R3 

)A1 

BO 

PI  AO  (52) 

1.00 

2640 

8  PEACE  SHEET  METAL2 

FROM  WORKTABLE  TO 

CART 

AT 

WORKTABLE 

WITH  4  STEPS 

F  2 

AT  BO  G1 

A6 

BO 

P3  AO 

2.00 

220 

*  MOVE  CART  WITH 

SHEETMETAL  FROM  WORKTABLE 

TO 

SMALLSHEAR 

A1  BO  G1 

A67 

BO 

PI  AO 

1.00 

700 

TOTAL  TMU 


10640. 


T 


Please  input  file  <ELBOW.M23  >  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  REC .  ELBOW  WITH  VANE  TURNS 


Output  to  line-printer  <Y  or  N>  ?  N 


(  39 ,  3) 

FIT  '  .W10  ELBOW 

SHEAR  SHEETMETAL  FOR  RECTANGULAI 
LARGE  14FT .  SHEAR  AT  SHEETMETAL  SHOP 
PER  ELBOW 

NASSCO  SHEETMETAL  SHAPE  7 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1098 

*  V6-7598 

*  11  GAUGE  GALV.  SHEETMETAL 

*  15 ' X40 '  ELBOW  WITH  'JANE  TURNS 

*  2  FITTERS  REQUIRED: 

FITTER  BEGINS  AT  14FT. SHEAR 


BOW  WITH 


'JANE  TURNS  WITH 


OFG :  4  12-APR-83 


1 

POSITION  SHEETMETAL  FROM  CART  AT  14FT. SHEAR 

TO 

14FT. SHEAR  WITH  4  STEPS  F  4 

A1  BO  G1 

A6 

BO 

P  6 

AO 

4.00 

560 

2 

PUSH  14FT . SHEAR-FOOTPEDAL  PROCESS 

A1  BO  G1 

Ml 

X3 

10 

AO 

1.00 

60 

3 

POSITION  SHEETMETAL  FROM  14FT. SHEAR 

TO 

14FT 

.SHEAR  F  32 

A1  BO  G1 

A1 

BO 

P  6 

AO 

32.00 

2880 

4 

PUSH  14FT. SHEAR-FOOTPEDAL  PROCESS  F 

32 

A1  BO  G1 

Ml 

X3 

10 

AO 

32.00 

1920 

5 

REPLACE  SHEETMETAL  FROM  14FT. SHEAR 

TO  CART 

AT 

14FT. SHEAR  WITH  8  STEPS  F  3 

A1  BO  G1 

A16 

BO 

P3 

AO 

3.00 

630 

6 

MOVE  CART  WITH  SHEETMETAL2  FROM  14FT. SHEAR  TO  NIBBLER 

A1  BO  G1 

A54 

BO 

PI 

AO 

1.00 

570 

TOTAL  TMU  6620 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T.  W  <or  H  for  help>  ? 


Please  input  file  <ELBOW.M24  >  ? 


File  Description  ?  SHEAR  RADIUS  ON  CHEEKS  FOR  ELBOW 


Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  3) 

FIT  .W10 

SHEAR  RADIUS  ON 


ELBOU  |gjgp 

CHEEKS  FOR  RECTANGULAR  ELBOW  WITH 


NIBBLER  AT  SHEETMETAL  SHOP 

PER  ELBOW  OFG :  4 

NASSCO  SHEETMETAL  SHAPE  7 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1098 

*  V6-7592 

*  11  GAUGE  GALV.  SHEETMETAL 

*  15 '  X40 '  ELBOW  WITH  VANE  TURNS 

*  2  FITTERS  REQUIRED 
FITTER  BEGINS  AT  NIBBLER 


'JANE  TURNS  WITH 
12-APR-83 


1  POSITION  SHEETMETAL  FROM  CART  AT  NIBBLER  TO  NIBBLER 
WITH  3  STEPS  F  2 


A1  BO 

G1 

A6 

BO 

P  6  AO 

2.00 

280 

2 

PUSH  NIBBLER-BUTTON 

PROCESS  F  2 

A1  BO 

G1 

Ml 

X81 

10  A0 

2.00 

1680 

3  POSITION  SHEETMETAL  FROM  NIBBLER  TO  NIBBLER  WITH  3 

STEPS  F  14 

A1  BO 

G1 

A6 

BO 

P  6  A0 

14.00 

1960 

4 

PUSH  NIBBLER-BUTTON 

PROCESS  F  14 

AL  BO 

G1 

Ml 

X81 

10  AO 

14.00 

11760 

5 

REPLACE  SHEETMETAL 

FROM  NIBBLER 

TO 

CART 

AT 

NIBBLER 

WITH  4  STEPS 

A1  BO 

G1 

A6 

BO 

P3  AO 

1.00 

110 

6 

MOUE  CART  WITH  SHEETMETAL  FROM 

NIBBLER 

TO  ROLLER 

A1  BO 

G1 

A24 

BO 

PI  AO 

1.00 

270 

TOTAL  TMU  160  60 


az-fi8o 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


T 


Please  input  file  <ELBOW.M25  >  ? 


File  Description  ?  FORM  RADIUS  ON  THROAT  &  HEEL  FOR  ELBOW 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  '  .W09  ELBOW  ♦■@255 

FORM  RADIUS  ON  THROAT  AND  HEEL  FOR  RECTANGULAR  ELBOW  WITH 
ROLL  FORMER  (ROLLER)  AT  SHEETMETAL  SHOP 

PER  ELBOW  OFG:  4  ll-APR-83 

NASSCO  SHEETMETAL  SHAPE  7 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1098 

*  V6-7598 

*  11  GAUGE  GALV.  SHEETMETAL 

*  15 ' X40 '  REC.  ELBOW  WITH  VANE  TURNS 

*  CHECK  THROAT  AND  HEEL  RADIUS  WITH— 
x  —CHEEK  RADIUS 

FITTER  BEGINS  AT  ROLLER 


1 

PLACE  SHEETMETAL2  FROM  CART  AT  ROLLER  TO  ROLLER  WITH  4 
STEPS  F  4 

A1  BO  G1  A6  BO  P3  AO 

4.00 

440 

2 

FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL2  AT  ROLLER  3  SPINS 
USING  HAND  AT  ROLLER  WITH  2  STEPS  F  48 

A1  BO  G1  A1  BO  PI  F6  AO  BO  PO  AO 

48.00 

4800 

3 

PUSH  ROLLER-BUTTON  PROCESS  F  48 

A1  BO  G1  Ml  X96  10  AO 

48.00 

47520 

4 

REPLACE  SHEETMETAL2  FROM  ROLLER  TO  CART  AT  ROLLER  WITH 

4  STEPS  F  4 

A1  BO  G1  A6  BO  P3  AO 

4.00 

440 

5 

MOUE  CART  WITH  SHEETMETAL  FROM  ROLLER  TO  WORKTABLE 
[WELD  AREA] 

A1  BO  G1  A54  B3  PI  AO 

1.00 

600 

TOTAL 

TMU 

53800 

Type 

D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

o 


Please  input  file  <ELBOW.M26  >  ? 


File  Description  ?  WELD  RECTANGULAR  ELBOW 


Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,101)- 

WELD  •  W01  ELBOW  .M2  6 

WELD  RECTANGULAR  ELBOW  WITH  ARC  (STICK)  WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  RECTANGULAR  ELBOW  OFG :  4  20-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  7 

*  11  GAUGE  GALV.  SHEETMETAL 

*  15X40  RECTANGULAR  ELBOW  X60'L  WITH- 

*  —TURN  VANES 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 


1 

FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 
AT  WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

1.00 

110 

2 

FITTER  MOUE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO 

1.00 

1370. 

3 

PLACE  SHEETMETAL  FROM  CART  AT  WELDTABLE  TO  WELDTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

1.00 

110. 

4 

WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32 

1.00 

370  . 

5 

WELDOR  TURN  CURRENT  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 
WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  10  A1 

1.00 

60. 

6 

WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  8 

A3  B3  G1  A1  BO  P6  AO 

8.00 

1120. 

7 

WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  8 

A1  BO  G1  Ml  X10  10  AO 

8.00 

1040. 

8 

WELDOR  FASTEN  WELDROD  TO  STINGER-BUTT0N1  AT  WELDTABLE  1 
WRIST-TURN  USING  HAND  F  56 

A1  BO  G1  A1  BO  PI  F3  AO  BO  PO  AO 

56.00 

3920. 

9 

WELDOR  FASTEN  WELDROD  TO  STINGER-BUTT0N1  AT  WELDTABLE  1 
WRIST-TURN  USING  HAND  F  55 

A1  BO  G1  A1  EO  PI  F3  AO  BO  PO  AO 

55.00 

3850. 

10 

PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  56 

A1  BO  G1  Ml  XO  10  A1 

56.00 

2240. 

11 

PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  55 

A1  BO  G1  Ml  XO  10  A1 

55.00 

2200. 

12 

WELDOR  POSITION  STINGER  FROM  WELDTABLE  TO  SHEETMETAL 
ASSEMBLY  AT  WELDTABLE  F  90 

A1  BO  G1  A1  BO  P  6  AO 

90.00 

8100. 

13  WELDOR  POSITION  STINGER  FROM  WELDTABLE  TO  SHEETMETAL 
ASSEMBLY  AT  WELDTABLE  F  36 

A1  BO  G1  A1  BO  P  6  AO 

36.00 

3240. 

14 

OPERATE  WELD  STINGER-BUTTON2  AT  WELDTABLE  PTIME  65  S  F 

84  && 0V  M-  ZG> 

A1  BO  G1  M6  X17  3I0  AO  84.00  152040. 

1  5  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  90 

A1  BO  G1  Ml  XO  10  A1  90.00  a^600. 

16  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  21 

A1  BO  G1  Ml  XO  10  A1  21.00  840. 

17  WELDOR  LOOSEN  SLAG  FROM  SHEETMETAL  ASSEMBLY  AT 

WELDTABLE  6  STRIKES  USING  SLAGHAMMER  AT  WELDTABLE  AND 
ASIDE  F  40 

A1  B0  G1  A1  B0  P0  LI  6  A1  B0  PI  A0  40.00  8400. 

18  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  20 

ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
8  0  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  C24  )  A1  BO  PI  AO  (80)  1.00  20840. 

19  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00  220. 

20  FITTER  MOUE  CART  FROM  WELDTABLE  TO  WORKTABLE 

A1  BO  G1  A131B0  PI  AO  1.00  1340, 


TOTAL  TMU  215010. 


File  Description  ?  WELD  RECTANGULAR  ELBOW 
Output  to  line-minter  <Y  or  N>  ? 


VOLUME  TWO 


WORK  MANAGEMENT  MANUAL 
SHEETMETAL  SHOP  VENTI  LATI  ON  COMPONENTS 

NASSCO 


VOLUME  TWO 


WORK  MANAGEMENT  MANUAL 
SHEETMETAL  SHOP  VENTILATION  COMPONENTS 


NASSCO 


File  Description  ?  MARK  OUT  CHEEKS  FOR  VANE  TRACK  ELBOW 


Output  to  line-Printer  <Y  or  N>  ?  N 


(  39,  3) 

FIT  •  W04  VNEL^HBPr 

MARK  OUT  SHEETMETAL  FOR  JANE  TRACK  ELBOW  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  VANE  TRACK  ELBOW  OFG :  4  1  l-MAR-83 

NASSCO  SHEETMETAL  PART  *  8 

*  HULL  418 

*  DRAWIGN  501-292 

*  U2-92008 

*  V6-1497 

*  22  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:  8'X8'X90  DEGREES 

*  8 ' X8 '  ELBOW  WITH  VANE  TRACK 

*  MARK  GUT  ELBOW  CHEEKS  WITH  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1 


2 


3 


4 


5 


6 


7 


9 


10 


11 


12 


POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  3  STEPS 


A1  BO  G1  A6  BO  P6  AO 

PLACE  1  WEIGHT  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS 

1.00 

140. 

A1  BO  G1  A6  BO  P3  AO 

MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 
DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  8  (4567 

1.00 

110, 

A1  BO  G1  (A1  BO  PI  R16  )  A1  BO  PI  AO  (8) 

POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  AND  ASIDE  PF  16  (456) 

1.00 

1430, 

A1  BO  G1  (A1  BO  P  6  )A0  (16) 

FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 
HAMMER  AND  ASIDE  PF  16  (4567) 

1  .  00 

1140, 

A1  BO  G1  ( A1  BO  P0  F3  )  A1  BO  PI  AO  (16) 

REPLACE  1  WEIGHT  FROM  TEMPLATE  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS 

1.00 

630 , 

A1  BO  G1  A6  BO  P3  AO 
REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS 

1.00 

110. 

A1  BO  G1  A6  BO  P3  AO 

POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  AND  ASIDE  PF  4  (456) 

1.00 

110, 

A1  BO  G1  ( A1  BO  P6  )A0  (4) 

MARK  SHEETMETAL  FROM  STRAIGHTEDGE  5  DIGITS  USING  AWL  AT 
WORKTABLE  AND  ASIDE  PF  4  (4567) 

1.00 

3  0  O  . 

A1  BO  G1  (A1  BO  PI  R16  )  A1  BO  PI  AO  (4) 

MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 
REDPEN  AT  WORKTABLE  AND  ASIDE  PF  19  (4567) 

1.00 

760, 

A1  BO  G1  ( A1  BO  PI  R3  )A1  BO  PI  AO  (19) 

MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 

ASIDE  PF  27  (4  5  6  7) 

1 .00 

??0  . 

A1  BO  G1  ( A1  BO  PI  R3  )A1  BO  PI  AO  (27) 
MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  34  (4567 

1  ♦ O  0 

1390. 

A1  BO  G1  ( A1  BO 

PI  R3 

)A1  BO  PI 

AO  (34)  1.00 

1740 

TOTAL  TMU 

8950 

Type  D  f  EH  t  CT  f  EU  t  E  X  ?  L.  ?  L.D  9  L.  S  9  M  ?  T  ?V3 

<or  H 

for  hel?>  ? 

Plesss  input  file 


<VNELB0.M02>  ? 


File  Description  ?  MARK  OUT  THROAT  &  HEEL  FOR  VANE  TRACK  ELBOW 
^^Sutput  to  line-printer  (Y  or  N>  ?  N 
(  39,  3) 

FIT  '  .  W04  VNELBO  I 

MARK  OUT  SHEETMETAL  FOR  VANE  TRACK  ELBOW  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  VANE  TRACK  ELBOW  OFG :  4  11 -MAR- 8  3 

NASSCO  SHEETMETAL  PART  *8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1497 

*  22  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:  8'X8'X90  DEGREES 

*  ELBOW  WITH  VANE  TRACK 

*  MARK  OUT  THROAT  &  HEEL 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  6  (1234567 

) 

( A1  BO  G1  A1  BO  PI  M32  )  A1  BO  PI  AO  (6)  1.00 

2  MARK  LINE  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING  AWL 

AND  ASIDE  PF  18  (4567) 

A 1  BO  G1  ( A1  BO  F‘l  R3  _ )  A1  BO  PI  AO  (18)  1.00 

3  POSITfOff  STTRAlGHTEDGir  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  AND  ASIDE  PF  5  (456) 

A1  BO  G1  (A1  BO  P 6  )  AO  (5)  1.00 

4  MARK  LIMES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  (A1  BO  PI  R16  )  A1  B0  PI  AO  (5)  1.00 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  AND  ASIDE  F  3 

A1  BO  G1  A1  BO  P  6  AO  8.00 

6  MARK  LINES  FROM  CORNER  TEMPLATE  TO  SHEETMETAL  AT 

WORKTABLE  2  DIGITS  USING  AWL  AND  ASIDE  PF  8  (4567 

) 

A1  B0  G1  (A1  BO  PI  R6  )  A1  BO  PI  AO  (8)  1.00 

7  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  19  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  A0  (19)  1.00 

8  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AND  ASIDE  PF  40  (45 

6  7  ) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (40)  1.00 

9  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AND  ASIDE  PF  38  (4567) 

A1  B0  G1  (A1  B0  PI  R3  ) A 1  B0  PI  A0  (38)  1.00 


1.00 

2180. 

1.00 

940. 

1.00 

3  7  0 

1.00 

940. 

8.00 

720. 

1.00 

680. 

1.00 

9  9  0  . 

1 . 00 

2040. 

1.00 

1940. 

TOTAL  THU 


10800  . 


Type  D  ?  EH  j  CT  >  Evl  i  EX .» L  t  LD  ?  L3  .«  H  j  T  ?  U  ••'•.o  r  H  for  he  1  ? 


File  Description  ?  MARK  ACCESS  COVER  &  BACK  UP  PLATE 


Jutput  to  line-F-rinter  <Y  or  N>  ?  N 


VNELBC 
FOR  ACCESS 


(  39,  3) 

FIT  . W04 

MARK  OUT  SHEETMETAL 
SHEETMETAL  SHOP 
PER  VANE  ELBOW 

NASSCO  SHEETMETAL  PART  *  8 
*  HULL  418 

DRAWING  501-292 
V2-91006 
V6-1497 

10  GAUGE  GALV.  SHEETMETAL  FOR  PLATE 
MARK  OUT  USING  COVER  PLATE  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


COVER  &  BACK  UP  PLATE  WITH  AWL  AT 
OFG :  4  11 -MAR- 3 3 


* 

* 

* 

* 

* 


1  MOVE  10  GAUGE  SHEETMETAL-SCRAP  FROM  SCRAPBIN  TO 
WORKTABLE 


12 


A54  B3  G1  A54  B3  PI  AO 
POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  3  STEPS 

1.00 

1160 

A1  BO  G1  A6  BO  PI  AO 

MARK  OUTLINE  FROM  ACCESS  TEMPLATE  TO  SHEETMETAL  AT 
WORKTABLE  1  DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 

4  (4  5  6  7) 

1.00 

140 

U  BO  G1  ((Al  BO  PI  R3  )A1  BO  PI  AO  (4) 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  AND  ASIDE  PF  13  (456) 

1.00 

240 

Al  HO  G1  (Al  BO  P  6  )A0  (13) 

FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 
HAMMER  AND  ASIDE  PF  13  (4567) 

1.00 

930 

Al  BO  G1  (Al  BO  P0  F3  )A1  BO  PI  AO  (13) 

REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE 

1.00 

560 

Al  BO  G1  Al  BO  P3  AO 
MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 
STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PI  6  (4567) 

1.00 

60 

Al  BO  G1  (Al  BO  PI  M3 2  )  Al  BO  PI  AO  (6) 

MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4  5  6  7) 

1.00 

2030 

Al  BO  G1  (Al  BO  PI  R3  )A1  BO  PI  ao  (6) 
MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 
REDPEN  AT  WORKTABLE  AND  ASIDE  PF  10  (4567) 

1.00 

340 

Al  BO  G1  (Al  BO  PI  R3  )  Al  BO  PI  AO  (10) 

MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AND  ASIDE  PF  13  (  4  5 

6  7  ) 

Al  BO  G1  (Al  BO  PI  R3  )A1  B0  PI  A0  (13) 

MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AND  ASIDE  Pi  34  (4567) 

1.00 

540 

1.00 

690 

Al  BO  G1  (Al  BO  PI  R3  )  Al  BO  PI  AO  (34) 

PLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

1.00 

1740 

Al  BO  G1  A6  B0  P3  A0 

1.00 

110. 

TOTAL  TMU 


3590 


Tape  D » EM  t  CT  t  EW  r  EX  *  L  t  LD  >  LS  t  M  >  T  »  U  <or  rl  for  help  >  T 


File  Description  ?  MARK  OUT  TURN  VANES  &  END  PIECE 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  .  W04  VNELBQ 

MARK  OUT  SHEETMETAL  FOR  TURN  VANeTI  END  PIECE  UITH  AidL  AT 

SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG:  4  17 -MAR- 8  3 

NASSCO  SHEETMETAL  FART  *  8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1497 

*  22  GAUGE  GALV.  SHEETMETAL 

*  LAYOUT  PIECES  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  MEASURE  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  10  (4567) 

AL  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (10) 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AND  ASIDE  PF  18  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (18) 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  AND  ASIDE  PF  12  (456) 

A1  BO  G1  ( A1  BO  P6  )A0  (12) 

4  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL.  AT  WORKTABLE  AND  ASIDE  PF  12  (45 

6  7  ) 

A1  BO  G1  (A1  BO  PI  R16  )  A1  BO  PI  AO  (12) 

5  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (2) 

6  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AND  ASIDE  PF  13  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (13) 

7  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )A1  BO  El  AO  (16) 

3  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  56  (4567 

1 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (56) 

9  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 
WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

10  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  WITH  12  STEPS 
TO  SMALLSHEAR  [SHEAR  IS  REALLY  THE  14  FT.  SHEAR] 

A24  BO  G1  A67  BO  PI  AO 


1,00 

3440 

1 , 00 

940 

1,00 

360 

1,00 

2200 

1,00 

720 

1.00 

690 

1.00 

340 

1 . 00 

2340 

1,00 

110 

1.00 

9.30 

TOTAL  TMU  13570. 


D  »  EM  i  CT  »  EW  ?  EX  t  L  j  LD  >  LS  t  M  t  T  ?  W  <or  H 


for  he  1 


T 


Please  input  file  <VNELBO 


? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  ACCESS  COVER 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  '  .  W05  VNELBO.M05 

SHEAR  10  GAUGE  SHEETMETAL  FOR  ACCESS  COVER  WITH  14  FT.  SHEAR  AT 
SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  17 -MAR- 8  3 

NASSCO  SHEETMETAL  SHAPE  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1947 

*  10  GAUGE  GALV.  SHEETMETAL 

*  BACK  UP  PLATES  &  COVER  PLATE 

*  3 ' X8 ' X90  DEGREE  ELBOW  WITH  VANE  TRACK 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  [14  FT. 
SHEAR]  TO  SMALLSHEAR  C14  FT.  SHEAR]  WITH  4  STEPS 


A1  BO  G1 

A6 

BO 

P  6  AO 

1,00 

140, 

PTIME  3  S 

AT  14  FT 

SHEAR 

FOR  CUTTING 

SHEETMETAL 

1,00 

33, 

POSITION 

SHEETMETAL 

FROM 

SMALLSHEAR 

C14 

FT. 

SHEAR]  TO 

SMALLSHEAR  [14  FT. 

SHEAR]  F  11 

A1  BO  G1 

A1 

BO 

P  6  AO 

1 1 , 00 

9  9  0. 

PTIME  33 

S  [11  CUTS 

]  AT 

14  FT  SHEAR 

FOR 

CUTTING 

SHEETMETAL 

1.00 

917. 

REPLACE  SHEETMETAL 

FROM 

SMALLSHEAR  [ 

;i4 

FT. 

SHEAR]  TO 

CART  AT 

SMALLSHEAR 

[14  FT.  SHEAR]  WITH 

4  STEPS 

A1  BO  G1 

A6 

BO 

P3  AO 

1 . 00 

110  . 

MOVE  CART 

FROM  SMALLSHEAR  C14  FT.  SHEAR] 

TO 

SMALLSHEAR 

WITH  18 

STEPS 

A1  BO  G1 

A32 

BO 

PI  AO 

1.00 

•j  3  0  ♦ 

TOTAL  TMU  2590. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


T 


Please  input  file  <VNELB0.M06>  ? 

•:  File  Description  ?  SHEAR  90  DEGREE  ELBOW  WITH  VANE  TRACK 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  ,  .W05  VNELBO 

SHEAR  SHEETMETAL  FOR  90  DEGREE  TURN  VANE  ELBOW  WITH  SMALL  SHEAR 
AT  SHEETMETAL  SHOP 

PER  VANE-ELBOW  OFG :  4  17-MAR-83 

NASSCO  SHEETMETAL  PART  #  8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1947 

*  SHEAR  22  GA  &  10  GA  GALV.  ON  8FT .  SHEAF: 

FITTER  BEGINS  AT  SMALLSHEAR 

1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 

SMALLSHEAR  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00 

2  PUSH  FOOTPEDAL  AT  SMALLSHEAR  FOR  CUTTING  SHEETMETAL 

PROCESS  F  2 


A1  BO  G1 

Ml 

X5 

10 

A0 

2.00 

180 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO  SMALLSHEAR  F  28 

\ — 1 
O 

o 

m 

i — 1 

A1 

BO 

P  6 

AO 

28.00 

2520 

4  PUSH  FOOTPEDAL  AT  SMALLSHEAR  FOR  CUTTING 

SHEETMETAL 

PROCESS  F  30 

A1  B0  G1 

Ml 

X6 

10 

A0 

30.00 

2700 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  3  STEPS  F  2 

A1  BO  G1 

A16 

B0 

P3 

A0 

2.00 

420 

6 

MOVE  CART  FROM  SMALLSHEAR  TO  WORKTABLE 

A1  BO  G1 

A67 

B3 

pi 

A0 

1.00 

730 

TOTAL 

TMU 

6830 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


T 


PI  esse  input  file  <VNELB0.M07>  ? 


File  Description  ?  SHEAR  VANE  ELBOW  CHEER'S  WITH  UNI-SHEAR 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  .  W05  VNELBO 

SHEAR  SHEETMETAL  FOR  VANE  ELBOW  CHEEKS  WITH  UNI-SHEAR  AT 
SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  17 -MAR- 8  3 

NASSCO  SHEETMETAL  FART  #  8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92003 

*  V6-1947 

*  SHEAR  22  GAUGE  ELBOW  CHEEKS 

*  SHEAR  WITH  UNI-SHEAR 

*  CUT  PITTSBURGH  CORNERS  WITH  SNIPS 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS 


A1 

BO  G1 

A6  BO 

P3 

AO 

1.00 

MOVE  UNI -SHEAR 

FROM 

TOOLROOM 

TO  WORKTABLE 

A9  6 

BO  G1 

A96  B3 

PI 

AO 

1.00 

POSITION  CHISEL  FROM 

WORKTABLE  TO  SHEETMETAL 

AT 

WORKTABLE  AND 

ASIDE- 

PF  4  (  4 

5  6  ) 

A1  BO 

G1 

( A1  BO 

P  6 

)  AO 

(4) 

1.00 

4  FASTEN  CHISEL  TO  SHEETMETALA  T  WORKTABLE  1  STRIKE  USING 
HAMMER  AND  ASIDE  PF  4  (  4  5  6  7  )_ 

A1  BO  G1  ( A1  BO  P0  F3  )  A1  BO  PI  AO  (4)  1.00 


5  OPERATE  UNISHEAR  ON  SHEETMETAL  AT  WORKTABLE  PROCESS  F 

10 

A1  BO  G1  Mb  X173I0  AO  10.00 

6  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 


SNIPS  AT  WORKTABLE  AND  ASIDE  PF 

20 

(  4  5 

6 

7  ) 

A1  BO  G1  (A1  BO  P3 

C3 

)A1 

BO 

PI 

AO 

(20) 

1.00 

7 

FASTEN  (  FLATTEN  )  SHEETMETAL  AT 

WORKTABLE  2 

STRIKES 

USING  HAMMER  AND  ASIDE  PF  28  ( 

4  5 

6  7  ) 

A1  BO  G1  ( A1  BO  PO 

F  6 

)A1 

BO 

PI 

AO 

(28) 

1.00 

8 

PLACE  SHEETMETAL  FROM  WORKTABLE 

TO 

CART 

AT 

WORKTABLE 

WITH  4  STEPS 

A1  BO 

G1 

A6 

BO 

P3 

AO 

1.00 

9 

MOUE  CART  FROM  WORKTABLE  TO  BARFOLDER 

A1  PO 

G1 

A67 

BO 

PI 

AO 

1.00 

TOTAL  TMU 


<or  H  for  h el? > 


34 


no  * 

1970  » 

300  . 


18100  , 


1440. 

2000  . 

110. 

700. 

249.30. 

3  TO 


Tape  D  r EM  f CT  t  EW  > EX  jLi LD j  LS  ? M  1 7  ?  W 


•? 


T 


Please  input  file  <VNELEO.M08>  ? 


File  Description  ?  BEND  HEMMED  EDGE  ON  VANE  ELBOW 
Output  to  line-printer  <Y  or  N>  ?  N 


I  39,  3) 

FIT  •  W05  VNELBO 

BEND  HEMMED  EDGE  FOR  VANE  TRACK  ELBOW  WITH  BAR  FOLDER  AT 
SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  17 -MAR- 8  3 

NASSCO  SHEETMETAL  PART  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1947 

*22  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:  8'X8'X90  DEGREES 

*  ELBOW  WITH  VANE  TRACK 

*  BEND  EDGE  OVER  130  DEGREES 

*  BENDED  EDGE  IS  FOR  HEMMED  EDGE 
FITTER  BEGINS  AT  BARFOLDER 


1 

2 

3 

4 


PLACE  SHEETMETAL2  FROM  CART  AT  BARFOLDER  TO  BARFOLDER 
WITH  2  STEPS  F  6 


A1  BO  G1 

A3 

BO 

P3 

AO 

6.00 

480 

OPERATE 

BARFOLDER-LEVER  PROCESS  F  6 

A1  BO  G1 

M6 

XI 6 

10 

AO 

6.00 

1440 

REPLACE 

SHEETMETAL2  FROM 

BARFOLDER 

TO  CART  AT 

'  BARFOLDER 

F  6 

A1  BO  G1 

A1 

BO 

P3 

AO 

6.00 

360 

MOUE  CART  FROM  BARFOLDER 

TO  LAPOUT 

A1  BO  G1 

A24 

BO 

PI 

AO 

1.00 

270 

TOTAL  TMU  2550 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

3e-,9?° 


T 


Please  input  file  <VNELBO  ? 


File  Description  ?  LAP  OUT  VANE  ELBOW 
Output  to  line-printer  <for  N>  ?  N 

(  39,  3) 

FIT  •  W05  VNELBO .  MO  9 

FORM  (LAPOUT)  SHEETMETAL  FOR  90  DEGREE  WANE  TRACK  ELBOW  WITH 
LAPOUT  AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  17-MAR-83 

NASSCO  SHEETMETAL  FART  #  8 

*  HULL  413 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1947 

*  22  GAUGE  GALV.  SHEETMETAL 

*  LAPOUT  ONE  END 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS 


A1 

B0 

G1 

A6 

B0 

P3 

A0 

1.00 

110 

2 

PUSH  LAPOUT-SWITCH  PROCESS  F 

4 

A1 

B0 

G1 

Ml 

XI 6 

10 

A0 

4.00 

760  . 

3 

REPLACE  SHEETMETAL  FROM 

LAPOUT 

TO 

CART 

AT 

LAPOUT  WITH 

4  STEPS 

A1 

B0 

G1 

A6 

B0 

P3 

A0 

1.00 

110 

4 

MOVE  CART  FROM  LAPOUT  TO 

PITTSBURGH 

A1 

B0 

G1 

A6 

B0 

PI 

A0 

1.00 

9  0 

TOTAL  TMU  1070. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


3  9,9  7  0 


T 


Please  input  file  (VNELBO.M10>  ? 


File  Description  ?  FORM  PITTSBURGH  LOCK  ON  VANE  TRACK  ELBOW 
Output  to  line-Printer  (Y  or  N>  ?  N 
(  39,  3) 

FIT  '  .W05  VNELBO 

FOR  SHEETMETAL  LOCK  FOR  ELBOW  WITH  VANE  TRACK  WITH 
PITTSBURGH  MACHINE  AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  17 -MAR- 8 3 

NASSCO  SHEETMETAL  PART  #  8 

*  HULL  413 

*1  DRAWING  501-292 

*  V  2  -  9  2  0  0  8 

*  V6-1947 

*  22  GAUGE  GALV.  SHEETMETAL 

*  FORM  PITTSBURGH  LOCK  &  EDGE 

*  PITTSBURGH  IS  LOCKFORMER 
FITTER  BEGINS  AT  PITTSBURGH 

1  PLACE  SHEETMETAL  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  PUSH  PITTSBURGH-BUTTON  PROCESS  F  2 

A1  BO  G1  Ml  X32  10  AO  2.00  700. 

3  PUSH  AND  GUIDE  SHEETMETAL  THROUGH  PITTSBURGH  F  3 

A1  BO  G1  Ml  X0  13  AO  3.00  180. 

4  PUSH  AND  GUIDE  SHEETMETAL  THROUGH  PITTSBURGH  WITH  4 

STEPS 

A6  BO  G1  Ml  XO  13  AO  1100  110. 

5  REPLACE  SHEETMETAL  FROM  PITTSBURGH  TO  CART  AT 

PITTSBURGH  WITH  4  STEPS 

A1  BO  G1  A6  B0  P3  AO  1.00  110. 

4  MOVE  CART  WITH  SHEETMETAL  FROM  PITTSBURGH  TO  LEAFBRAKE 

A1  BO  G1  A32  BO  PI  AO  1100  350. 


TOTAL  TMU  1560. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


3  9?r?o 


W  <or  H  for  help>  ?  T 


Please  input  file  <VNELB0 


File  Description  ?  BEND  END  PIECE  &  FLATTEN  HEMMED  EDGE  ON  VANE  TURNS 
File  Description  ? 

Output  to  line-printer  <Y  or  N>  ?  N 

(39,  3) 

FIT  .  WO 5  VNELBO .  Ml  1 

BEND  END  PIECE  AND  FLATTEN  HEMMED  EDGE  ON  VANE  TURNS  WITH 
leaf  BRAKE  AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  17 -MAR- 8 3 

NASSCO  SHEETMETAL  PART  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V  2  -  9  2  0  0  8 

*  V  6  -  19  4  7 

*  22  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:  8'X8'X90  DEGREES 

*  ELBOW  WITH  VANE  TURNS 

*  COMPLETE  BENDS  OF  END  PIECE  ON  FAN  BRAKE 
FITTER  BEGINS  AT  LEAFBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  LEAFBRAKE  TO 
LEAFBRAKE  WITH  4  STEPS  F  9 


A1 

BO  G1 

A6 

BO 

P  6 

A0 

9.00 

1260. 

2 

OPERATE  LEAFBRAKE-LEVER 

PROCESS  F  9 

A1 

BO  G1 

M6 

X16 

10 

A0 

9.00 

2  16  0 

3 

REPLACE  SHEETMETAL2  FROM 

LEAFBRAKE 

TO  CART  AT 

LEAFBRAKE 

F  9 

A1 

BO  G1 

A1 

BO 

P3 

A0 

9.00 

540. 

4 

MOVE  CART  FROM  LEAFBRAKE 

TO 

(  TABLE 

AT  8FT .  ) 

HYDROPRESS 

A1 

BO  G1 

A54 

BO 

PI 

A0 

1.00 

570. 

TOTAL  TMU  4  5  3  0. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>.  ? 


T 


PI esse  input  file 


<VNELBO 


File  Description  ?  BEND  TURN  VANES  FOR  ELBOW  WITH  VANE  TRACK 

Output  to  line-printer  <Y  or  N>  ?  N 

(  39,  3) 

FIT  '  . W05  VNELBO.M12 

BEND  TURN  VANES  FOR  ELBOW  WITH  VANE  TRACK  WITH 
8  FT.  HYDRAULIC  PRESS  BRAKE  AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  17 -MAR- 8 3 

NASSCO  SHEETMETAL  FART  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1947 

*  22  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:  8  ' X8  ' X90DEGREES 

*  ELBOW  WITH  TURN  VANE 


*  USE  LAYOUT  ON 

'JANE  TRACK 

FOR  BEND 

RADIUS 

*  HYDROPRESS  IS 

8FT  HYDRAULIC  PRESS 

BRAKE 

FITTER  BEGINS  AT 

WORKTABLE 

1 

PLACE  SHEETMETAL 

FROM  CART  AT  HYDROPRESS  TO 

TABLE  AT 

HYDROPRESS  WITH 

3  STEPS 

A9  6 

BO  G1 

A6  BO 

P3 

AO 

1.00 

1060. 

2 

PLACE  SHEETMETAL 

FROM  TABLE 

AT  HYDROPRESS  TO 

HYDROPRESS  F  6 

A1 

BO  G1 

A1  BO 

P3 

AO 

6.00 

360  * 

3 

OPERATE  HYDROPRESS-FOOTPEDAL 

PROCESS 

F  43 

A1 

BO  G1 

M6  X5 

10 

AO 

48.00 

6720  . 

4 

REPLACE  SHEETMETAL2  FROM  HYDROPRESS 

TO  TABLE 

AT 

HYDROPRESS  WITH 

3  STEPS 

A1 

BO  G1 

A6  BO 

P3 

AO 

1.00 

110. 

5 

REPLACE  SHEETMETAL  FROM  TABLE  AT  HYDROPRESS 

TO 

CART  AT 

HYDROPRESS  WITH 

3  STEPS 

A1 

BO  G1 

A6  BO 

P3 

AO 

1.00 

110. 

6 

MOVE  CART  FROM  TABLE  AT  HYDROPRESS  TO  PANBRAKE 

A1 

BO  G1 

A81  BO 

PI 

AO 

1.00 

340, 

TOTAL 

TMU 

• 

9200. 

Type 

D,  EW,  CT,  EW,  EX,  I 

,,  LD,  LS,  M,  : 

r,  W  <or  H 

for  help> 

? 

Please  input  file  <VNELBO. 


File  Description  ?  BEND  THROAT,  HEEL  &  END  PIECE  FOR  VANE  ELBOW 
Output  to  line-printer  (Y  or  N>  ?  N 
(  39,  3) 

FIT  '  .  W05  VNELBO . Ml 3 

BEND  SHEETMETAL  THROAT,  HEEL  &  END  PIECE  FOR  VANE  TRACK  ELBOW 
WITH  FAN  BRAKE  AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  17 -MAR- 8 3 

NASSCO  SHEETMETAL  PART  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  116-1947 

*  COMPLETE  BEND  IN  END  PIECE 

*  BEND  THROAT  &  HEEL  FOR  8X8X90DEGREES 

*  ELBOW  WITH  VANE  TURN 
FITTER  BEGINS  AT  PANBRAKE 

1  POSITION  SHEETMETAL  FROM  CART  AT  PANBRAKE  TO  PANBRAKE 
WITH  4  STEPS  F  3 

A1  BO  G1  A6  BO  P6  AO  3.00  420. 


2  FASTEN  SHEETMETAL  (  BOLT  )  TO  PANBRAKE  (  FINGER  )  AT 
PANBRAKE  5  WRIST-STROKES  USING  15, 16WRENCH  AT  PANBRAKE 
AND  ASIDE  PF  2  (  4  5  6  7  ) 


A1  BO  G1  (A1  BO  P3  F16  )  A1 

BO 

PI 

A0 

(2)1 

1.00 

440 

3 

FASTEN  SHEETMETAL  (  NUT  )  TO  PANBRAKE  ( 

TABLE  ) 

AT 

PANBRAKE  3  WRIST-STROKES  USING  HAND 

A1  BO  G1  A1  BO  PI  F10  AO 

BO 

PO 

A0 

1.00 

140 

4 

OPERATE  PANBRAKE-LEVER  AT  PANBRAKE  PROCESS  F 

3 

A1  BO  G1  M6 

X95 

IO 

A0 

3.00 

3120 

5 

POSITION  SHEETMETAL  FROM  PANBRAKE  TO  PANBRAKE  F 

6 

A1  BO  G1  A1 

BO 

F6 

A0 

6.00 

540 

6 

OPERATE  PANBRAKE-LEVER  AT  PANBRAKE  PROCESS  F 

6 

A1  BO  G1  M6 

X96 

IO 

A0 

6.00 

6240 

7 

PLACE  SHEETMETAL2  FROM  PANBRAKE  TO  CART 

AT  PANBRAKE 

WITH  4  STEPS  F  3 

A1  BO  G1  A6 

BO 

P3 

A0 

3.00 

330 

8 

MOUE  CART  FROM  PANBRAKE  TO  WELDOUT 

A1  BO  G1  A54 

B3 

PI 

A0 

1.00 

600 

TOTAL  TMU  11830. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  T,  W  (or  H  for  help>  ? 


Please  input  file  <VNELB0.M14>  .? 


File  Description  ?  TACK  WELD  VANE  TRACK  ASSEMBLY  FOR  ELBOW 


Output  to  line-Printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  '  . W05  V  N  E  L  B  0 

TACK  WELD  VANE  TRACK  ASSEMBLY  FOR  ELBOW  WITH  TACK  WELDER  AT 
SHEETMETAL  SHOP 

PER  VANE  ELBOW  0FG:  4  17-MAR-83 

NASSCO  SHEETMETAL  FART  #3 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1947 

*  22  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS:  8  '  X8 ' X90DEGREES 

*  ELBOW  WITH  VANE  TRACK 

*  TACK  WELD  6  VANE  TURNS  TO  VANE  TRACK 
FITTER  BEGINS  AT  WELDOUT 


1  PLACE  SHEETMETAL2  FROM  CART  AT  WELDOUT  TO  WELDOUT  WITH 
4  STEPS 


A1  BO 

G1 

A6 

BO 

P3 

AO 

1.00 

1-10 

2 

POSITION 

SHEETMETAL2  FROM  WELDOUT  TO 

SHEETMETAL2 

AT 

WELDOUT 

F  7 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

7.00 

630 

3 

OPERATE 

TACKWELDER  AT  WELDOUT  PROCESS  F 

36 

A1  BO 

G1 

M6 

X3 

10 

AO 

36.00 

3960 

4 

REPLACE 

SHEETMETAL2  FROM  WELDOUT 

TO 

CART 

AT 

WELDOUT 

WITH  4 

STEPS 

A1  BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

5 

MOVE  CART  FROM  WELDOUT  TO  SPOTWELDER 

A1  BO 

G1 

A81 

BO 

PI 

AO 

1.00 

840 

TOTAL  TMU  5650 


70740 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


invalid  ENTRY  IN  CSCAN 


%Inv3lid  command ♦ 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ?  T 


'please  input  file  <VNELBO,M15>  ? 


File  Description  ?  SPOT  WELD  ACCESS  COVER  TO  BACK  UP  PLATE 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  . W05  V  N  E  L  B  0 

WELD  ACCESS  COVER  TO  BACK  UP  PLATE  FOR  VANE  TRACK  ELBOW  WITH 
SPOT  WELDER  AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  17 -MAR- 8  3 

NASSCO  SHEETMETAL  FART  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1947 

*  SPOT  WELD  ACCESS  COVER  BACK  UP  PIECES 

*  TO  ELBOW  CHEEK 

*  FOR  * ' X8 ' X90DEGREE  ELBOW  WITH  VANE  TRACK 

*  FOR  OTHER  WELDIING  SEE  MWELD 
FITTER  BEGINS  AT  SPOTWELDER 

1. POSITION  SHEETMETAL2  FROM  CART  AT  SPOTWELDER  TO 
SPOTWELDER  F  4 

A1  BO  G1  A1  BO  P  6  AO 

2  OPERATE  SPOTWELDER-FOOTPEDAL  PROCESS  F  19 

A1  BO  G1  M6  X6  10  AO 

3  REPLACE  SHEETMETAL2  FROM  SPOTWELDER  TO  CART  AT 

SPOTWELDER  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

4  MOVE  CART  FROM  SPOTWELDER  TO  WORKTABLE 

A1  BO  G1  A54  B3  PI  AO 


TOTAL  TMU  3730  , 


Type  D, DE, EM, CT, EW, EX, L,LD,LS,M,T,W  <or  H  for  help>  ? 


4.00  360. 

19.00  2660. 

1.00  11.0 

1.00  600. 


Please  input  file  <VNELB0.M17>  ? 


'File  Description  ?  WELD  ELBOW  WITH  VANE  TRACK 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,1) 

WELD  .U01  VNELBO .Ml 7 

WELD  VANE  TRACK  ELBOW  WITH  TIG-WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  VANE  TRACK  ELBOW  OFG :  4  22-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1947 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 ' X90  DEGREES  WITH  VANE  TRACK — 

*  —WITH  6  TURN  VANES 

*  TACK  WELD  VANE  TRACK  WITH  1 '  TACK 

*  WELDING  DONE  IN  WELD  BOOTH  AREA 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

2  FITTER  MOUE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  ON'  AT  WELDMACHINES 

A1  BO  G1  Ml  XO  10  A1 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHIN  1 

WRIST-TURN  USING  HAND 

A1  BO  G1  A1  BO  PI  F3  AO  BO  PO  AO 

7  -WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  10  A1 

8  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE 

A3  B3  G1  A1  BO  P6  AO 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS 

A1  BO  G1  Ml  X10  10  AO 

10  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  52 

A1  BO  G1  A1  BO  P  6  AO 

11  FULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  16 

A1  BO  G1  Ml  XO  10  A1 

12  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 


2.00 

2  2  0 

1.00 

1370 

2.00 

220 

1.00 

370 

1.00 

40 

1.00 

70 

1.00 

60 

1.00 

140 

1.00 

130 

52.00 

4680 

16.00 

640 

ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  52 


A1 

BO  G1 

A1 

B6 

P  6 

A0 

52.00 

OPERATE  WELD 

STINGER-BUTTON1 

PROCESS 

F 

17 

A1 

BO  G1 

M6 

X31 

10 

A0 

17 . 00 

PUSH  WELDHOOD 

FROM  DOWN  AT  WELDOR  TO 

UP 

AT  WELDOR  F  16 

A1 

BO  G1 

Ml 

XO 

10 

A1 

16.00 

15  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 

ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
14  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  CIO  )  A1  BO  PI  AO  (14)  1.00 

16  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00 

17  FITTER  MOUE  CART  FROM  WELDTABLE  TO  WORKTABLE 

A1  BO  G1  A131B0  FI  AO  1.00 


TOTAL  TMU 


7800. 

15130. 

6  4  0 

1720. 

110. 

1340. 

34680. 


File  Description  ?  WELD  ELBOW  WITH  VANE  TRACK 
Output  to  line-printer  <Y  or  N>  ? 


Please  input  file  <VNELBO> 


File  Description  ?  ASSEMBLE  CHEEKS, THROAT  &  HEEL  FOR  VANE  TRACK  ELBOW 
File  Description  ? 

Output  to  line-Printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  \W04  V  N  E  L  B  0 

ASSEMBLE  SHEETMETAL  FOR  CHEEKS,  THROAT  &  HEEL  IN  VANE  ELBOW  WITH 
HAMMER  AT  SHEETMETAL  SHOP 

PER  'JANE  ELBOW  OFG :  4  17 -MAR- 8  3 

NASSCO  SHEETMETAL  PART  #  8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1947 

*  ASSEMBLE  ELBOW  &  INSTALL  VANE  TRACK 

*  22  GAUGE  GALV.  SHEETMETAL 

*  DIMEN: ' 8 'X8 'X90DEGREES  WITH  VANE  TRACK 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  POSITION  SHEETMETAL  (CHEEK  #1)  FROM  WORKTABLE  TO 

SHEETMETAL  (THROATS HEEL  )  AT  WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

3  FASTEN  SHEETMETAL  (PITTS.  LOCK  )  ON  SHEETMETAL  AT 

WORKTABLE  1  STRIKE  USING  HAMMER  AND  HOLD  F  12 

A1  BO  G1  A1  BO  PO  F3  AO  BO  PO  AO  12.00  720. 

4  FASTEN  SHEETMETAL  (PITTS  LOCK  )  ON  SHEETMETAL  AT 

WORKTABLE  16  STRIKES  USING  HAMMER  AND  ASIDE  PF  13  (4 

5  6  7) 

A1  BO  G1  ( A1  BO  PO  F32  )  A1  BO  PI  A0  (13)  1.00  4330. 

5  POSITION  SHEETMETAL  (VANE  TRACK  )  FROM  WORKTABLE  TO 

SHEETMETAL  AT  WORKTABLE 

A1  B0  G1  A1  BO  P  6  AO  1.00  90. 

6  POSITION  SHEETMETAL  (CHEEK  #2)  FROM  WORKTABLE  TO 

SHEETMETAL  AT  WORKTABLE  WITH  2  STEPS 

A1  BO  G1  A3  B0  P6  AO  1.00  110. 

7  FASTEN  SHEETMETAL  (PITTS  LOCK  )  ON  SHEETMETAL  AT 

WORKTABLE  1  STRIKE  USING  HAMMER  AND  HOLD  F  12 

A1  BO  G1  A1  B0  PO  F3  AO  BO  p  »  *  „  12.00  720.  1 

8  FASTEN  SHEETMETAL  (PITTS  LOCK  )  ON  SHEETMETAL  AT 

WORKTABLE  16  STRIKES  USING  HAMMER  AND  ASIDE  PF  13  (  4 
5  6  7  ) 

A1  BO  G1  (A1  BO  PO  F32  A1  BO  PI  AO  (13)  i.00  4330. 


TOTAL  THU  iOooO. 


1 


D  ?  EH 


&  5"/ 


File  Description  ?  TACK  WELD-VANE  TRACK  TO  ELBOW 


putput  to  line-printer  <Y  or  N>  ?  N 

(39,  3) 

.U04  V  N  E  L  B  0 

TACK  WELD  VANE  TRACK  ON  ELBOW  WITH  TACK  WELDER  AT  SHEETMETAL  SHOP 
PER  VANE  ELBOW  OFG :  4  17 -MAR- 8 3 

NASSCO  SHEETMETAL  PART  #  8 

*  HULL  418 

*  DRAWING  1-292 

*  V2-92008 

*  V6-1947 

*  22  GAUGE  GALV.  SHEETMETAL 

*  DIMENSIONS : 8 'X8 'X90  DEGREES 

*  ELBOW  WITH  VANE  TRACK 

*  TACK  WELD  'JANE  TRACK  TO  INSIDE  OF  ELBOW 

*  OTHER  WELDING  SEE  MWELD 
FITTER  BEGINS  AT  WORKTABLE 


1 

MOVE 

SHEETMETAL2 

FROM 

WORKTABLE 

TO  WELDOUT 

A1  BO  G10  A54 

B3 

FI 

AO 

1.00 

600 

2 

PLACE 

SHEETMETAL2 

FROM 

FITTER  TO 

WELDOUT 

WITH  4 

STEPS 

A1  BO 

G1  A6 

BO 

P3 

AO 

1.00 

110 

3 

OPERATE  TACKWELDER  ON 

SHEETMETAL  PROCESS  F 

lb 

A1  BO 

G1  M6 

X3 

10 

AO 

16.00 

1760. 

4 

MOVE 

SHEETMETAL2 

FROM 

WELDOUT  TO 

WORKTABLE 

A1  BO 

G1  A54 

B3 

PI  AO 

1 . 00 

600 

TOTAL 

TMU 

3070 

Type  D, EM, GT, EW, EX, L, LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  <VNELBO 


9 


>ile  Description  ?  DRILL  S  TAF--MAKE  GASKET  FOR  ACCESS  PLATE 
Output  to  line-printer  <Y  or  N>  ?  N 

(39,  3) 

FIT  '  . W05  VENLBO . Ml 9 

TAP  AND  DRILL  SHEETMETAL  FOR  MAKING  GASKET  FOR  ACCESS  PLATE  WITH 
TAPING  MOTOR  AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  18 -MAR- 8  3 

NASSCO  SHEETMETAL  SHAPE  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1947 

*  10  GAUGE  GALV.  ACCESS  PLATE 

*  FOR  8 ' X8 ' X90  DEGREE  'JANE  TRACK  ELBOW 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  SHEETMETAL  [ACCESS  COVER]  TO  SHEETMETAL  [ELBOW 

ASSEMBLY]  AT  WORKTABLE  WITH  2  STEPS 

A1  BO  G1  A3  BO  PS  AO  1.00  110. 

2  GRIF  SHEETMETAL  [ACCESS  PLATE  &  ASSEMBLY]  AT  WORKTABLE 

USING  CCLAMPS  AND  HOLD 

A1  B0  G1  A1  B0  P3  Cl  A0  B0  P0  A0  1.00  270. 

3  MOVE  TAPINGMOTOR  FROM  TOOLROOM  TO  WORKTABLE 

A96  B0  G1  A96  B3  PI  AO  1.00  1970. 

■  '  4  FASTEN  7, 32DRILL-BIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO  1.00  140  . 

5  PLACE  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE 

A1  BO  G1  A1  BO  P3  AO  1.00  60, 

6  OPERATE  DRILLMOTOR  ON  SHEETMETAL  AT  WORKTABLE  PROCESS  F 

13 

A1  BO  G1  M6  x6  10  AO  13.00  1820. 

7  [UN]  GRIP  SHEETMETAL  [ACGESS  PLATE  &  ASSEMBLY  AT 
WORKTABLE  USING  CCLAMPS  AND  ASIDE 

A1  B0  G1  A1  BO  P3  Cl  A1  BO  Pi  AO  1.00  90. 

8  FASTEN  1  /  4 TAP  FROM  WORKTABLE  TO  TAPINGMOTOR  AT 

WORKTABLE  3  WRIST-STROKES  USING  CHUKKEY  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F10  A1  BO  PI  AO  1.00  180. 

9  OPERATE  DRILLMOTOR  [TAPING  MOTOR]  ON  SHEETMETAL  AT 

WORKTABLE  PROCESS  F  13 

A1  BO  G1  M6  X6  10  AO  13.00  1820. 

10  FASTEN  S . 1 6DRILL-BIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-STROKES  USING  CHUCKKEY  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F10  A1  BO  PI  A0  1.00  180. 

11  OPERATE  DRILLMOTOR  ON  SHEETMETAL  AT  WORKTABLE  PROCESS 

13 

A1  BO  G1  M6  X  6  10  AO  ,  3...  1820  . 

12  MOVE  SHEETMETAL  [ACCESS  PLATE]  AND  BLACKPEN  [INK  PEN] 

FROM  WORKTABLE  TO  GASKET-CUTTING-TABLE 

A1  BO  G1  A152B0  pi  A0  1.00  1550  . 

13  MOVE  UTILITY  KNIFE,  3  /  B  HOLE  PUNCH  AND  FROM 


TOOLROOM  TO  GASKET-GUTTING-TAELE 

A96  BO  G1  A96  BO  PI  AO  1.00 

14  PLACE  SHEETMETAL2  [ACCESS  COVER]  FROM  FITTER  AT 

GASKET-GUTTING-TABLE  TO  GASKET-CUTTING-TABLE 

A1  BO  G1  A1  BO  P3  AO  1.00 

15  PLACE  RUBBER  FROM  SHELF  AT  GASKET-CUTTING-TABLE  TO 

GASKET-CUTTING-TABLE 

A1  BO  G1  A1  BO  P3  AO  1.00 

16  PLACE  SHEETMETAL2  [ACCESS  COVER]  FROM 

GASKET-GUTTING-TABLE  TO  RUBBER  AT  GASKET-GUTTING-TABLE 

A1  BO  G1  A1  BO  P3  AO  1.00 

17  CUT  RUBBER  TRACING  SHEETMETAL2  [ACCESS  COVER]  AT 

GASKET-GUTTING-TABLE  1  GUT  USING  UTILITY-KNIFE  AND 
ASIDE  PF  4  (4567) 

A96  BO  G1  (A96  BO  P3  Cl  )A1  B0  PI  AO  (4)  1.00 

18  MARK  HOLES  ON  RUBBER  AT  GASKET-GUTTING-TABLE  1  DIGIT 

USING  BLACKPEN  [ INKPEN }  AND  ASIDE  PF  13  (4  5  6  7) 

A1  BO  G1  (A1  BO  PI  R3  )A1  HO  PI  A0  (13)  1.00 

19  POSITION  3/8  HOLE  PUNCH  FROM  GASKET-GUTTING-TABLE  TO 

RUBBER  AT  GASKET-CUTTING-TABLE  AND  ASIDE  PF  13  (456 

7  ) 

A1  BO  G1  ( A1  BO  P  6  AO  )  1.00 

20  FASTEN  HOLE  PUNCH  TO  RUBBER  AT  GASKET-CUTTING-TABLE  13 

STRIKES  USING  MALLET  AT  GASKET-CUTTING-TABLE  AND  ASIDE 
P  F  1  3  (4  5  67) 

A1  BO  G1  (A1  BO  PO  F32  )  A1  BO  PI  AO  (13)  1.00 

21  MOVE  HOLE  PUNCH  ,  UTILITY-KNIFE  ,  AND  MALLET  FROM 

GASKET-CUTTING-TABLE  TO  TOOLROOM 


A1  BO 

G1  A95 

BO 

PI 

AO 

1.00 

22 

MOVE 

GLUE  FROM  TOOLROOM  TO  WORKTABLE 

A1  BO 

G1  A96 

B3 

PI 

AO 

1.00 

23 

MOVE 

RUBBER  ,  SHEETMETAL2  [ACCESS  COVER] 

FROM 

GASKET-CUTTING-TABLE  TO  WORKTABLE 

A152B3 

A152B3 

PI 

AO 

1.00 

24 

DEBURR  SHEETMETAL  [ACCESS  COVER] 

AT  WORKTABLE 

1 

ARM- 

-STROKE  USING  FILE  AND  ASIDE 

PF  25  ( 

4  5 

6  7 

) 

A1  BO  G1  ( A1  BO  PI 

Cl  )  A1 

BO 

FI 

A0  (25) 

1.00 

25 

GRIP 

GLUE  TO  RUBBER  AT  WORKTABLE 

USING  HAND 

A1  BO  G1  A1  BO  PI 

Cl  AO 

BO 

PO 

AO 

1.00 

26 

WIFE 

GLUE  TO  RUBBER  AT  WORKTABLE 

1  SQ.FT. 

USING 

BRUSH 

AND 

ASIDE 

A96  BO  G1  A96  B3  PI 

S10-A1 

BO 

PI 

AO 

1.00 

TOTAL  TMU 


1940. 

60. 

60. 

60. 

4990. 

690. 

930. 

4330, 

990. 

1020. 

3090. 

790. 

50. 

2090. 

30900. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


//9;  I**0 


T 


Plesse  input  file  <VNELB0.M20>  ? 


File  Description  ?  ASSEMBLE  END  PIECE  TO  ELBOW  WITH  VANE  TRACK 

Output  to  line-Printer  <Y  or  N>  ?  N 

( 3  9  f  3 )  _ 

FIT  . W09  VNELBQ 

ASSEMBLE  END  PIECE  FOR  VANE  TRAC^cLBGW  WITH  RIVET  GUN-AT 
SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  18 -MAR- 8  3 

NASSCO  SHEETMETAL  SHAPE  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1947 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 ' X90  DEGREE  ELBOW  WITH  VANE  TRACK 

*  FASTEN  END  PIECE  TO  ELBOW  WITH  RIVETS 
FITTER  BEGINS  AT  WORKTABLE 


1 

PLACE  SHEETMETAL  END  PIECE]  FROM  WORKTABLE  TO 

SHEETMETAL  [ELBOW]  AT  WORKTABLE 

A1  BO  G1  A1  BO  P3  AO 

1.00 

60. 

2 

PLACE  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL 
[END  PIECE]  AT  WORKTABLE  AND  ASIDE  PF  4  (4  5  6) 

A1  BO  G1  (A1  BO  P3  )A0  (4) 

1.00 

180. 

3 

MARK  RIVET  HOLES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AND  ASIDE  PF  24  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  FI  AO  (24) 

1.00 

1240. 

4 

PLACE  5, 32DRILL-BIT  FROM  WORKTABLE  TO  DRILLMOTOR 

A1  BO  G1  A1  BO  P3  AO 

1.00 

60. 

5 

FASTEN  NUT  [DRILLBIT]  TO  DRILLMOTOR  AT  WORKTABLE  3 
WRIST-TURNS  USING  WRENCH  [CHUCKKEY]  AT  WORKTABLE  AND 

AS  IDE 

A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO 

1.00 

140. 

6 

OPERATE  DRILLMOTOR  ON  SHEETMETAL  AT  WORKTABLE  PROCESS  F 
24 

A1  BO  G1  M6  X6  10  AO 

24.00 

3  3  6  0 

7 

PLACE  RIVETS  FROM  WORKTABLE  TO  SHEETMETAL  AT  WORKTABLE 

F  24 

A1  BO  G1  A1  BO  P3  AO 

24.00 

1440. 

8 

OPERATE  RIVETGUN  ON  SHEETMETAL  AT  WORKTABLE  PROCESS  F 

24 

A1  BO  G1  MS  X3  10  AO 

24.00 

2640 , 

9 

PLACE  SHEETMETAL  [ACCESS  COVER]  FROM  WORKTABLE  TO 
SHEETMETAL  [ELBOW]  AT  WORKTABLE  WITH  2  STEPS 

A1  BO  G1  A3  BO  P3  AO 

1  ♦  0  O 

30. 

10 

MOVE  BOLTS  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A9  6  B3  PI  AO 

1,00 

1970  . 

11 

POSITION  BOLT  FROM  WORKTABLE  TO  SHEETMETAL  [ELBOW]  AT 
WORKTABLE 

A 1  BO  '31  A 1  BO  P6  AO 

1 .00 

90. 

^  12 

FASTEN  BOLT  TO  SHEETMETAL  AT  WORKTABLE  10  WRIST-TURNS 
USING  WRENCH  AT  WORKTABLE  AND  ASIDE 

A 1  BO  G1  A1  BO  P3  F24  A1  BO  PI  AO 

1 .  OO 

320, 

13 

INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  30  P0  T10  AO  BO  PO 

AO  1.00 

1 . 00 

TOTAL  TMU 

116801 

Type 

D, EM, CT, EW, EX, L, LD, LS, T, W 

<or  H  for  help>  ? 

/  3&r$  o' 

File  Description  ?  MARK  OUT  CHEEKS  FOR  22'X12'  VANE  TRACK.  ELBOW 
output  to  line-Printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  . W07  VNELBO.M30 

MARK  OUT  SHEETMETAL  FOR  VANE  TRACK  ELBOW  CHEEKS  WITH  AWL  AT 
SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  23-MAR-83 

NASSCO  SHEETMETAL  SHAPE  88 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 '  ELBOW  WITH  VANE  TRACK 

*  MARK  OUT  CHEEKS  WITH  TEMPLATE 
FITTER  BEGINS  AT'  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO  2.00  220. 

2  POSITION  2  weights  FROM  WORKTABLE  TO  TEMPLATE  AT 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00  280. 

3  MARK  OUT  LINES  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (16)  1.00  2920. 

4  POSITION  CPUNCH  FROM  WORKTABLE  1-a  TEMPLATE  AT  WORKTABLE 
F  24 

A1  BO  G1  A1  BO  P  6  AO  24.00  2160. 

5  FASTEN  CPUNCH  TO  TEMPLATE  AT  WORKTABLE  1  STRIKE  USING 
HAMMER  AND  ASIDE  PF  24  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  A0  (24)  1.00  1000. 

6  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  F  6 

A1  BO  G1  A1  BO  P  6  AO  6.00  540. 

7  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AND  ASIDE  PF  6  (4567) 

A1  B0  G1  ( A1  B0  PI  R16  )  A1  B0  PI  A0  (6)  1.00  1120. 

8  POSITION  ACCESS  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

Al-  WORKTABLE  FOR  ONE  CHEEK  ONLY 

A1  B0  G1  Al  B0  P  6  A0  1.00  90. 

9  POSITION  CPUNCH  FROM  WORKTABLE  1-a  TEMPLATE  AT  WORKTABLE 

F  4 

Al  B0  G1  Al  B0  P  6  AO  4.00  360. 

10  FASTEN  CPUNCH  TO  TEMPLATE  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AND  ASIDE.  PF  4  (4567) 

Al  B0  G1  (Al  B0  PO  F3  )  Al  B0  PI  A0  (4)  1.00  200. 

11  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  at 

WORKTABLE  F  4 

Al  BO  G1  Al  BO  P  6  AO  4.00  360. 

12  MARK  LINES  ON  SHEETMETAL  FROM  STRAIGHT  EDGE  to 

SHEETMETAL  AT  WORKTABLE  5  DIGITS  USING  AWL  AND  ASIDE 
PF  4(  4  5  6  7) 

Al  BO  G 1  (Al  BO  PI  R16  )  Al  BO  PI  AO  (4)  1.00 

13  MARK  CUT  LINES  ON  SHEETMETAL  at  WORKTABLE  1  DIGIT  USING 


760. 


1240. 


REDPEN  AT  WORKTABLE  AND  ASIDE  PF  24  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (24)  1.00 

14  mark  construction  INFORMATION  ON  shEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AND  HOLD  PF  (4567 
8  9  ) 

A1  BO  G1  ( A1  BO  PI  R3  AO  BO  )  PO  AO  (1)  1.00  70. 

15  MOVE  BLACKPEN  FROM  FITTER  AT  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE 

A1  BO  G1  A1  BO  PI  AO  1.00  40. 

16  HARK  IDENTIFICATTION  INFORMATION  SHEETMETAL  AT 

WORKTABKE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  52  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52)  1.00  2640. 

17  REPLACE  2  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 


TOTAL  TMU  14220. 


Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ? 


Please  input  file  <VNELB0.M31>  ? 


File  Description  ?  MARK  OUT  1/2  THROAT&HEEL  FOR  22X12  V.T.  ELBOW 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  . U07  VNELBO.M31 

MARK  OUT  SHEETMETAL  FOR  VANE  TRACK  ELBOW  THROAT  &  HEEL  with  awl 
AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  23-MAR-83 

NASSCO  SHEETMETAL  SHPAE  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 '  ELBOW  WITH  VANE  TRACK 

*  USE  TEMPLATE  FOR  HALF  WITH  BEND 
FITTER  BEGINS  A1 '  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00 

2  PLACE  2  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

3  mark  OUTLINE  FROM  TEMPLATE  TO  SHeETmeTaL  A-f  WORKTABLE  5 
DIGITS  USING  AWL  AND  ASIDE  PF  -4  (4567) 

A1  BO  G1  (A1  B0  PI  R16  )  A1  BO  PI  AO  (4)  1.00 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

F  8 

A1  BO  G1  A1  B0  P  6  AO  8.00 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  (AO  BO  PO  F3  )  A1  BO  PI  AO  (8)  1.00 

6  mArk  cuT  linEs  ON  sheetMETal  aT  waRmABLE  1  dIgIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (8)  1.00 


7  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AND  ASIDE  PF  48  (45 

6  7  ) 


A1  BO 

G1 

( A1  BO 

PI 

R3  )A1  BO 

PI 

A0 

(48) 

1.00 

8 

MARK  IDENTIFICATION 

ON  SHEETMETAL  AT  WORKTABLE  1 

DIGIT 

USING  BLACKPEN 

AND 

ASIDE  PF 

52 

(4  5  6  7) 

A1  BO 

G1 

( A1  BO 

PI 

R3  )A1  BO 

PI 

A0 

(52) 

1.00 

9 

REPLACE  2  WEIGHTS  FROM  TEMPLATE 

AT  WORK-TABLE 

TO 

WORKTABLE  WITH 

3  STEPS  F  2 

A1 

BO 

G1  A6  B0 

P3 

AO 

2.00 

TOTAL  TMU 


180. 

220. 

760. 

720 

360. 

440. 

2440. 

2640. 

220. 

7980. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help> 


File  Description  ?  LAYOUT  1/2  THROAT  &  HEEL  WITHOUT  TEMPLATES 
output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  .WO 6  VNELBO.M32 

mark  OUT  sheEtMeTal  for  THROAT  &  HEEL  WITH  AWL  (NO  templates)  at 
SHEETMETAL  SHOP 

ER  VANE  ELBOW  OFG :  4  21 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GLAV.  SHEETMETAL 

*  22 ’XI 2’  ELBOW  WITH  VANE  TRACK 

*  MARK  OUT  HALF  WITHOUT  BEND 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORK-l-ABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (8) 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (8) 

3  position  straightedge  from  worktable  to  sheetmetal  at 

WORKTABLE  AND  ASIDE  F  4 

A1  BO  G1  A1  BO  P  6  AO 

4  maRk  LinEs  ON  SHEETMETAL  at  woRKTable  5  digiTs  using 

AWL  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  (A1  BO  PI  R16  )  A1  BO  PI  AO  (4) 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  F  8 

A1  BO  G1  A1  BO  P  6  AO 

6  MARK  CORNERS  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  2 

DIGITS  USING  AWL  Al'  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  (Al  BO  PI  R6  )  Al  BO  PI  AO  (8)  1.00  680. 

7  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  8 

Al  BO  G1  Al  BO  P  6  AO  8.00  720. 

8  FASTEN  CPUNCH  To  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

Al  BO  G1  (Al  BO  PO  F3  )  Al  BO  PI  AO  (8)  1.00  360. 

9  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  A-i-  WORKTABLE  AND  ASIDE  PF  8  (4567) 

Al  B0  G1  (Al  B0  PI  R3  )  Al  B0  PI  A0  (8)  1.00  440. 

10  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  48  (4567) 

Al  B0  G1  (Al  B0  PI  R3  )  Al  B0  PI  A0  (48)  1.00  2440. 

11  mark  IDENTIFICATION  ON  sheetmetal  Al-  WORKTABLE  1  DIGIT' 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE'  PF  52  (4567) 


1.00  2760  . 

1.00  440. 

4.00  360. 

1.00  760. 

8.00  720. 


Al  BO  G1  (Al  BO  PI  R3  )  Al  BO  PI  AO  (52)  1.00 


2640. 


TOTAL  TMU 


12320. 


Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ? 


T 


Please  input  file  <VNELBO.M33>  ? 


File  Description  ?  MARK  OUT  VANE  TRACK  &  VANES  FOR  ELBOW 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  .WO 6  VNELBO.M33 

mark  OuT  sheetMETAL  for  vaNE  TRack  &  vanEs  IN  elbow  wiTh  awl  at 
SHEETMETAL  SHOP 

PER  'JANE  ELBOW  OFG :  4  2 2 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 ' X90  DEGREE  ELBOW  WITH  'JANE  TRACK 

*  CENTER  PUNCH  VANE  RADIUS  ON  VANE  TRACK 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  Template  from  WorkTablE  TO  sheeTmeTal  aT 
WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00  280. 

2  mARk  lines  from  TEmPlaTe  TO  SHEeTmeTal  aT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (4)  1.00  760. 

3  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

F  80 

A1  BO  G1  A1  BO  P  6  AO  80.00  7200. 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

F  80 

A1  BO  G1  A1  B0  P  6  AO  80.00  7200. 

5  FASTEN  CPUNCH  To  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AND  ASIDE  PF  80  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (80)  1.00  3240. 

6  FasTen  CPunch  TO  shEETmetal  aT  WOrkTABLE  1  STrike  using 

HAMMER  AND  ASIDE  PF.80  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (80)  1.00  3240. 

7  measure  DIMENSION  ON  sheeTmeTal  at  WORKTABLE  using 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (6)  1.00  2080. 

8  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AND  ASIDE  PF  20  (4567) 

A1  HO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (20)  1.00  1040. 

9  POSITION  STRAIGHTEDGE  from  WORKTABLE  TO  SHEETMETAL  at 

WORKTABLE  AND  ASIDE  PF  11  (4567) 

A1  BO  G1  ( A1  BO  P  6  AO  )  1.00  790. 

10  MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  1  DIGIT 
USING  AWL  AND  ASIDE  PF  11  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (11)  1.00  5  9  0. 

11  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 
REDPEN  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  A0  (12)  1.00 

12  MaRk  CONSTRUCTION  lines  ON  shEeTmeTal  at  WORKTABLE  5 


640. 


DIGITS  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  20  (4 

5  6  7  ) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (20) 

13  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  61  (4567 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (61) 


TOTAL  TMU 


Type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


1000  3640. 

1.00  11020. 

417209. 


Please  input  file  <VNELBO.M34>  ? 


le  Description  ?  MARK  OUT  ACCESS  COVER  AND  BACK  UP  PLATES 
output  t  o  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  .WO  6  VNELBO .  M3  4 

MARK  OUT  SHEETMETAL  FOR  ACCESS  COVER  AND  BACK  UP  PLATES  WITH  AWL 
AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  2 2 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 ' X90  DEGREE  ELBOW  WITH  VANE  TRACK 

*  11  GAUGE  GALV.  ACCESS  COVER 

*  11  GAUGE  GALV.  BACK  UP  PLATES 
FITTER  BEGINS  AT  WORKTABLE 

1  MOVE  11  GAUGE  SHEETMETAL  SCRAP  FROM  SCRAPBIN  TO 
WORKTABLE 

A54  B3  G1  A54  B3  PI  AO  1.00 

2  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00 

3  MARK  OUTLINE  FROM  ACCESS  TEMPLATE  TO  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 
4  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (4)  1.00 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

F  37 

A1  BO  G1  A1  BO  P  6  AO  37.00 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AND  ASIDE  PF  37  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  A0  (37)  1.00 

6  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (6)  1.00 

7  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  B0  G  1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (6)  1.00 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  10  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (10)  1.00 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPLEN  AT  WORKTABLE  AND 
HOLD  PF  33  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  AO  BO  PO  AO  (33)  1.00 

10  mark  IDENTIFICATION  ON  SHEETmeTal  aT  WORKTAble  1  DigiT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  26  (  4  56  7) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  B0  PI  AO  (26)  1.00 

11  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 


1160 

140 

240 

3330 

1520 

2080 

340 

540 

1670 

1340 


WITH  4  STEPS  F  4 


WITH  47  STEPS 


A1 

TO 

BO  G1  A6 
SMALLSHEAR  [ 

BO  P3  AO 
;i4  FT.  SHEAR] 

4.00 

440 

A1 

BO  G1  A81 

BO  PI  AO 

1.00 

840 

TOTAL 

TMU 

13640 

Type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


g?#8  0 


Please  input  file  <VNELBO.M35>  ? 


File  Description  ?  SHEAR  11  GAUGE  SHEETMETAL  ACCESS  COVER  &  PLATE 
output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  •  W07  VNELBO .  M3 5 

SHEAR  11  GAUGE  SHEETMETAL  FOR  ACCESS  COVER  AND  PLATE  WITH 
14FT .  SHEAR  AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  2 2 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #8 

*  HULL  418 

*  DRAWING  501-232 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 ' X90  DEGREE  ELBOW  WITH  VANE  TRACK 

*  SHEAR  11  GAUGE  SHEETMETAL  PARTS 
FITTER  BEGINS  AT  14FT. SHEAR 


1 

POSITION  11  GAUGE  SHEETMETAL2  FROM 

CART 

AT  14FT . 

SHEAR 

TO  14FT. SHEAR  WITH  4  STEPS 

A1  BO  G1 

A6 

BO  P  6 

AO 

1.00 

140 

2 

PUSH  14FT . SHEAR-FOOTPEDAL  A-f  14FT. SHEAR 

PROCESS 

A1  BO  G1 

Ml 

X3  10 

AO 

1.00 

60 

3 

POSITION  11  GAUGE  SHEETMETAL2  FROM 

14FT . 

SHEAR  TO 

14FT. SHEAR  F  11 

A1  BO  G1 

A1 

BO  P  6 

AO 

11.00 

990, 

4 

PUSH  14FT. SHEAR-FOOTPEDAL  PROCESS  F 

11 

A1  BO  G1 

Ml 

X3  10 

AO 

11.00 

660, 

5 

REPLACE  SHEETMETAL2  FROM  14FT. SHEAR 

TO  CART  AT 

14FT.  SHEAR  WITH  18  STEPS 

A1  BO  G1 

A32 

BO  P3 

AO 

1.00 

370, 

6 

MOVE  CART  WITH  SHEETMETAL  FROM  14FT. SHEAR  TO 

SMALLSHEAR 

A1  BO  G1 

A32 

BO  FI 

AO 

1.00 

390, 

TOTAL  TMU  2570. 


Type  D, EM,  CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  <VNELBO.M36>  ? 


file  Description  ?  SHEAR  CHEEKS,  THROAT,  HEEL  AND  VANE  TRACK 


Output  to  line-printer  <Y  or  N>  ?  N 
(39, 3 ) 

FIT  .  W07  VNELBO.M36 

SHEAR  SHEETMETAL  FOR  CHEEKS,  THROAT,  HEEL  AND  VANE  TRACK  WITH 
SMALLSHEAR  AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  2 2 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE.  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 ' X90  DEGREE  ELBOW  WITH  VANE  TURN 

*  THROAT  AND  HEEL  HAVE  TWO  PARTS  EACH 
FITTER  BEGINS  Al'  SMALLSHEAR 


1  POSITION  18  GAUGE  SHEETMETAL2  FROM  CART  AT  SMALLSHEAR 
TO  SMALLSHEAR  WITH  4  STEPS 


Al 

BO 

G1 

A6  BO 

P  6 

AO 

1.00 

140. 

2 

PUSH  FOOTPEDAL  AT 

SMALLSHEAR 

FOR 

CUTTING  SHEETMETAL 

PROCESS 

Al 

BO 

G1 

Ml  X6 

10 

AO 

1.00 

90. 

3 

POSITION  18  GAUGE 

SHEETMETAL 

FROM  SMALLSHEAR  TO 

SMALLSHEAR  WITH  4 

STEPS 

Al 

BO 

G1 

A6  BO 

P  6 

AO 

1.00 

140. 

4 

PUSH  FOOTPEDAL  AT 

SMALLSHEAR 

PROCESS 

F  30 

Al 

BO 

G1 

Ml  X6 

IO 

AO 

30.00 

2700. 

5 

MOVE  SHEETMETALSCRAP  (  18  GAUGE  ) 

FROM  SCRAPBIN 

TO 

SMALLSHEAR 

A32 

B3 

G1 

A32  BO 

pi 

AO 

1.00 

690. 

6. 

,  PUSH  FOOTPEDAL  AT 

SMALLSHEAR 

PROCESS 

F  8 

Al 

BO 

G1 

Ml  X6 

IO 

AO 

8.00 

720. 

7 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  48  STEPS 

Al 

BO 

G1 

A81  BO 

P3 

AO 

1.00 

8  6  0 

8 

MOVE  CART  WITH  SHEETMETAL2 

frOM 

smaLlshEar  TO  WORkTaBLe 

Al 

BO 

G1 

A67  B3 

PI 

AO 

1.00 

730. 

TOTAL  TMU  6070. 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  <VNELBO.M37>  ? 


File  Description  ?  SHEAR  CHEEKS  &  ACCESS  WITH  UNI-SHEAR 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  . W08  VNELBO . M3 7 

SHEAR  SHEETMETAL  FOR  CHEEKS  AND  ACCESS  WITH  UNI-SHEAR  AT 
SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  2  4 -MAR- 8  3 

NASSCO  SHEETMETAL  SHAPE  #  8 

*  HULL  418 

*  DRAWING  501-292- 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 ' X90  DEGREE  ELBOW  WITH  VANE  TRACK 

*  HAMMER  90  DEGREE  EDGE  ON  THROAT 

*  USE  WEIGHT  ON  BACKUP  _ 

FITTER  BEGINS  AT  WORKTABLE' 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  4 

A1  BO  G1  A6  BO  P3  AO  4.00  440. 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

3  PLACE  CHISEL  FROM  WORKTABLE  TO  SHEETMETAL  AT  WORKTABLE 

F  4 

A1  BO  G1  A1  B0  P3  AO  4.00  240. 

4  FASTEN  CHISEL  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (4)  1.00  200. 

5  OPERATE  UNISHEAR  ON  SHEETMETAL  AT  WORKTABLE  PROCESS  F 

13 

A1  BO  G1  M6  X173I0  AO  13.00  23530. 

6.  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS.  USING 
SNIPS  AT  WORKTABLE  AND  ASIDE  PF  32  (4567) 

A1  BO  G1  (A1  BO  P3  C3  )  A1  BO  PI  AO  (32)  1.00  2280. 

7  FASTEN  (  FLATTEN  )  SHEETMETAL  TO  WORKTABLE  2  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  32  (4567) 

A1  BO  G1  ( A1  BO  PO  F6  )  A1  BO  PI  AO  (32)  1.00  2280. 

8  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  WORKTABLE  F  6 

A1  BO  G1  A1  BO  P  6  AO  6.00  540. 

9  GRIP  SHEETMETAL  TO  WORKTABLE  USING  CCLAMPS  AT  WORKTABLE 

AND  ASIDE  PF  12  (4  5  6  7) 

A1  B0  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (12)  1.00  640. 

10  PLACE  WEIGHT  FROM  WORKTABLE  TO  SHEETMETAL  AT  WORKTABLE 

F  12 

A1  BO  G1  A1  BO  P3  AO  12.00  720. 

11  FASTEN  SHEETMETAL  (  BEND  EDGE  )  ON  WORKTABLE  1  STRIKE 

USING  HAMMER  AND  ASIDE  PF  76  (  4  5  6  7  )  F  3 

A1  B6  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (76)  3.00  9420. 

12  PLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  4 

A1  BO  G1  A6  BO  P3  AO  4.00  440. 


13  MOVE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  LAPOUT 

A1  BO  G1  A54  BO  PI  AO  1.00 

TOTAL  TMU 


570 

43270 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help>  ? 


r  iCo^c  A»i,ruv  »  x  x c  \  v  ItLLOU  ♦  rlOCSx* 


r  • 


File  Description  ?  LAP  OUT  VANED  ELBOW 
Output  to  line-Printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  . W07  VNELBO . M3 8 

FORM  SHEETMETAL  ON  VANED  ELBOW  WITH  LAP  OUT  (ROTARY  MACHINE)  AT 
SHEETMETAL  SHOP 

PER  VANED  ELBOW  OFG :  4  2 2 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #  8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X90  DEGREE  ELBOW  WITH  VANE  TRACK 

*  FORM  LAPOUT  OFFSET  ON  ROTARY  MACHINE 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL2  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  6 


A1 

BO 

G1 

A6 

BO  P3  AO 

6.00 

660 

2 

PUSH  LAPOUT-SWITCH 

PROCESS  F 

6 

A1 

BO 

G1 

Ml 

XI 6  10  AO 

6.00 

1140 

3 

REPLACE  SHEETMETAL2 

FROM  LAPOUT 

TO 

CART 

AT  LAPOUT  WITH 

4  STEPS  F  6 

A1 

BO 

G1 

A6 

BO  P3  AO 

6.00 

660 

4 

MOVE  CART  WITH  SHEETMETAL2  FROM 

LAPOUT 

TO  PITTSBURGH 

A1 

BO 

G1 

A6 

BO  PI  AO 

1.00 

90 

TOTAL  TMU  2550 


J  j  ^  o 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


Please  input  file  <VNELBO.M39>  ? 


File.  Description  ?  FORM  PITTSBURGH  LOCK  ON  VANE  TRACK  ELBOW 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  .  W07  VNELBO . M3  9 

FORM  SHEETMETAL  FOR  VANE  TRACK  ELBOW  WITH  PITTSBURGH  (LOCKFORMER) 
AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  2 2 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #8 

*  HULL.  418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 ' X  90  DEGREE  ELBOW  WITH  VANE  TRACK 

*  FORM  PITTSBURGH 

*  FORM  90  DEGREE  EDGE  ON  PITTSBURGH 
FITTER  BEGINS  AT  PITTSBURGH 


1  PLACE  SHEETMETAL2  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 
WITH  4  STEPS  F  6 


A1 

BO 

G1 

A6 

BO 

P3 

A0 

6.00 

660 

2 

PUSH 

PITTSBURGH-BUTTON  PROCESS  F 

2 

A1 

BO 

G1 

Ml 

X32 

10 

A0 

2.00 

700 

3 

PUSH 

AND  GUIDE  SHEETMETAL2  THROUGH 

PITTSBURGH  F 

12 

A1 

BO 

G1 

Ml 

X0 

13 

A0 

12.00 

720 

4 

PUSH 

AND  GUIDE  SHEETMETAL2  THROUGH 

PITTSBURGH  WITH  4 

STEPS  F  2 

A6 

BO 

G1 

Ml 

X0 

13 

AO 

2.00' 

220 

5 

REPLACE  SHEETMETAL  FROM  PITTSBURGH 

TO  CART 

AT 

PITTSBURGH  WITH  4  STEPS  F  6 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

6.00 

660 

6 

MOVE 

CART  FROM  PITTSBURGH  TO 

WORKTABLE 

A1 

BO 

G1 

A54 

B3 

PI 

AO 

1.00 

600 

TOTAL  TMU  3560 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help>  ? 


?8  0^O 


Please  input  file  <VNELBO.M40>  ? 


File  Description  ?  POSITION  SPACERS  IN  PITTSBURGH  LOACK 
Output  to  line-Printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  . W07  VNELBO.M40 

POSITION  SHEETMETAL  (SPACERS)  FOR  PITTSBURGH  LOCK  WITH  HAMMER  AT 
SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  2 2 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #  8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92007 

*  V  6  -  1  9  1  4 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 ' X90  DEGREE  ELBOW  WITH  VANE  TRACK 

*  POSITION  STRIPS  IN  PITTSBURGH  LOCK 

*  POSITION  FOR  SPACERS  BEFORE  BEND 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO 

WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00 

2  FASTEN  (  FLATTEN  )  SHEETMETAL  CORNERS  TO  WORKTABLE  7 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  16  4 

5  6  7) 

A1  BO  G1  ( A1  BO  PO  F16  )  A1  BO  PI  AO  (16)  1.00 

3  PLACE  SHEETMETAL  (  STRIPS  )  FROM  WORKTABLE  TO 

SHEETMETAL  (  THROAT  &  HEEL  PITTS.)  AT  WORKTABLE  F  4 

A1  BO  G1  A1  BO  P3  AO  4.00 


4  FASTEN  SHEETMETAL  [STRIPS]  TO  SHEETMETAL  [PITTS.]  AT 
WORKTABLE  2  STRIKES  USING  HAMMER  AT  WORKTABLE  AND 
ASIDE  PF  8  (4567) 


A1  BO  G1 

( A1  BO  PO 

F  6 

)A1 

BO 

PI 

AO  (8) 

1.00 

5 

POSITION  MASKING-TAPE  FROM  WORKTABLE 

TO 

SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

4.00 

6 

REPLACE  SHEETMETAL2 

FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  2  STEPS  F  2 

A1  BO 

G1 

A3 

BO 

P3 

AO 

2.00 

7 

MOVE  CART  WITH  SHEETMETAL2  FROM 

WORKTABLE  TO 

CORNICEBRAKE 

A1  BO 

G1 

A54 

BO 

FI 

AO 

1.00 

TOTAL  TMU 


280. 

2760. 

240. 

600. 

3  6  0 

160. 

570. 

4970. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


6 


Please  input  file  <VNELBO .M41>*  ? 


File  Description  ?  BEND  THROAT,  HEEL  &  VANES  FOR  ELBOW 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  . W07  VNELB0.M41 

BEND  SHEETMETAL  FOR  THROAT,  HEEL,  AND  VANES  FOR  ELBOW  WITH 
CORNICE  BRAKE  AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  2 2 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #  8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 ' X90  DEGREE  ELBOW  WITH  VANE  TRACK 

*  BEND  HEMMED  EDGE  ON  VANES  180  DEGREES 
FITTER  BEGINS  AT  CORNICEBRAKE 


1  POSITION  SHEETMETAL2  FROM  CART  AT  CORNICEBRAKE  TO 
CORNICEBRAKE  F  14 


A1  BO 

G1  A1 

BO 

P  6 

AO 

14 . 00 

1260 

2 

OPERATE  CORNICEBRAKE-LEVER  PROCESS  F  74 

A1  BO 

G1  M6 

X42 

10 

AO 

74.00 

37000 

3 

REPLACE  SHEETMETAL2  FROM  CORNICEBRAKE  TO 

CART 

'  AT 

CORNICEBRAKE  WITH. 4  STEPS 

A1  BO 

G1  A6 

BO 

P3 

AO 

1.00 

110 

4 

MOVE  CART  WITH  SHEETMETAL2  FROM 

CORNICEBRAKE 

TO 

TABLE 

AT  HYDROPRESS 

A1  BO 

G1  A81 

BO 

PI 

AO 

1.00 

840 

TOTAL 

TMU 

39210 

Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


please  input  file  <VNELBO.M42>  ? 


File  Description  ?  FORM  RADIUS  ON  VANES  FOR  ELBOW  WITH  VANE  TRACK 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  . W07  VNELBO.M42 

BEND  SHEETMETAL  FOR  RADIUS  ON  VANES  FOR  VANE  TRACK  ELBOW  WITH 
8  FT.  HYDRO  PRESS  AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  2 2 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #  8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 ' X90  DEGREE  ELBOW  WITH  VANE  TRACK 

*  BEND  RADIUS  ON  VANES 
FITTER  BEGINS  AT  HYDROPRESS 


1  PLACE  SHEETMETAL2  FROM  CART  AT  HYDROPRESS  TO  TABLE  AT 
HYDROPRESS  WITH  4  STEPS 


A1 

BO  G1  A6  BO 

P3 

AO 

1.00 

110 

2 

PLACE  SHEETMETAL2  FROM  TABLE 

AT  HYDROPRESS  TO 

HYDROPRESS  F  10 

A1 

BO  G1  A1  BO 

P3 

AO 

10.00 

600 

3 

OPERATE  HYDROPRESS-FOOTPEDAL 

PROCESS  F  99 

A1 

BO  G1  M6  X6 

10 

AO 

99.00 

13860 

4 

OPERATE  HYDROPRESS-FOOTPEDAL 

PROCESS  F  99 

A1 

BO  G1  M6  X6 

10 

AO 

99.00 

13860 

5 

REPLACE  SHEETMETAL2  FROM  HYDROPRESS  TO  TABLE 

AT 

HYDROPRESS  F  10 

A1 

BO  G1  A1  BO 

P3 

AO 

10.00 

600 

6 

REPLACE  SHEETMETAL2  FROM  TABLE  AT  HYDROPRESS 

TO 

CART  AT 

HYDROPRESS  WITH  4  STEPS 

A1 

BO  G1  A6  BO 

P3 

AO 

1.00 

110 

7 

MOVE  CART  FROM  HYDROPRESS  TO 

SPOTWELDER 

A1 

BO  G1  A42  BO 

FI 

AO 

1.00 

450 

TOTAL 

TMU 

29590 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W 

<or  H  for  help> 

9 

n;n9o 

Please  input  file  <VNELBO.M43>  ? 


File  Description  ?  SPOT  WELD  BACK  UP  PLATES  TO  ACCESS  OPENING 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  . W07  VNELBO.M43 

WELD  SHEETMETAL  ON  BACK  UP  PLATES  TO  ACCESS  OPENING  WITH 
SPOT  WELDER  AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  2  3 -MAR- 8  3 

NASSCO  SHEETMETAL  SHAPE  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 ' X90  DEGREE  ELBOW  WITH  VANE  TRACK 

*  TWO  PEOPLE  ARE  NEEDED  TO  POSITION 
FITTER  BEGINS  AT  WORKTABLE 

1  MOVE  CCLAMP  FROM  WORKTABLE  TO  SPOTWELDER 

A1  BO  G1  A54  BO  PI  AO 

2  POSITION  SHEETMETAL  FROM  CART  AT  SPOTWELDER  TO 

SPOTWELDER  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO 

3  GRIP  SHEETMETAL2  [BACK  UP  PLATES]  TO  SHEETMETAL  AT 

WORKTABLE  USING  CCLAMPS  AND  ASIDE  PF  7  (4567) 

A1  BO  G1  ( A54  B3  P3  Cl  )  A1  BO  PI  AO  (7) 

4  POSITION  SHEETMETAL2  FROM  SPOTWELDER  TO  SPOTWELDER  F  64 

A54  BO  G1  A1  BO  P6  AO 

5  OPERATE  SPOTWELDER-FOOTPEDAL  PROCESS  F  64 

A1  BO  G1  M6  X6  10  AO 

6  REPLACE  SHEETMETAL  FROM  SPOTWELDER  TO  CART  AT 

SPOTWELDER  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

7  MOVE  CART  WITH  SHEETMETAL2  FROM  SPOTWELDER  TO  WELDOUT 

A1  BO  G1  A81  B3  PI  AO 


1.00 

1.00 

1.00 

64.00 

64.00 

1.00 

1.00 


TOTAL  TMU 


570. 

140. 

4  3  10 
39680. 
8960. 

110. 

870. 

54640. 


Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ? 


/  8  X  4  3  0 


Please  input  file  <VNELB0.M4 


File  Description  ?  TACK  WELD  VANE  TURNS  TO  VANE  TRACK 


output  to  line-printer  <Y  or  N>  ?  N 
(39, 37) 

FIT  '  .  W07  VNELBO.M44 

SHEETMETAL  ON  up  vanE  turNs  To  vane  TraCk  with  TaCk  WElDEr  at 
SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  23-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #  8 

*  HULl  4  1  8 

*  DRAWING  501-292 

*  V2-9200/ 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22'X12’X90'  DEGEE  ELBOW  WITH  VANE  TRACK 
FITTER  BEGINS  AT  WELDOUT 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WELDOUT  TO  WELDOUT  WITH 

4  STEPS 

~  ‘  A1  BO  G1  A6  BO  P3  AO  1.00  110. 


2  POSITION  SHEETMETAL2  FROM  WELDOUT  TO  SHEETMETAL  AT 
WELDOUT  WITH  4  STEPS 


A1  B0  G1 

A6 

B0 

P  6 

A0 

1.00 

140. 

3 

OPERATE  TACKWELDER  AT  WELDOUT  PROCESS 

F 

60 

A1  B0  G1 

M6 

x3 

10 

A0 

60.00 

6600 

4 

REPLACE  SHEETMETAL2  FROM  WELDOUT  TO 

CART 

AT 

WELDOUT 

WITH  4  STEPS 

-  A  1  B0  G1 

A6 

B0 

P3 

A0 

1.00 

110. 

5  MOVE  CART  FROM  WEL£l£UJ.T  ,  TO  WORKABLE 

- -  "  A1  BO  G1 

A54 

B3 

PI 

AO 

1.00 

600. 

TOTAL  TMU  7560. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


/9-3  99  0 


Please  input  file  <VNELBO.M45>  ? 


File  Description  ?  ASSEMBLE  ELBOW  WITH  VANE  TRACK 


Output  to  line-printer  <Y  or  N>  ?  N 


(  39?  3) 

FIT  '  .  W07  VNELBO.M45 

ASSEMBLE  SHEETMETAL  FOR  VANE  TRACK  ELBOW  WITH  HAMMER  AT 
SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  2 3 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 ' X90  DEGREE  ELBOW  WITH  VANE  TRACK 

*  THROAT  &  HEEL  HAVE  2  PARTS  EACH 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORK-l-ABLE  TO  WORKTABLE 

WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO 

2  POSITION  SHEETMETAL  [CHEEK  #1]  FROM  WORKTABLE  TO 

SHEETMETAL  [THROAT&HEEL]  AT  WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO 

3  FASTEN  SHEETMETAL  [PITTSBURGH  LOCK]  ON  SHEETMETAL  AT 

WORKTABLE  6  STRIKES  USING  HAMMER  AND  ASIDE  PF  10  (45 

6  7  ) 

A1  BO  G1  ( A1  BO  P0  FI 6  )  A1  BO  PI  AO  (10) 

4  POSITION  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  8 

A1  BO  G1  A1  HO  P  6  AO 

5  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMERA  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  (  A 1  BO  PO  F 6  )  A1  BO  PI  AO  (8) 

6  POSITION  SHEETHETAL  [VANE  TRACK]  FROM  WORKTABLE  'TO 
SHEETMETAL  [CHEEK,  HEEL,  &  THROAT  ASSEMBLY1  AT 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO 

7  POSITION  SHEETMETAL  [CHEEK#2 ]  FROM  WORKTABLE  TO 

SHEETMETAL  [CHEEK,  HEEL,  &  V,  T,  ASSEMBLY3  AT  WORK-l-ABLE 

WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO 

8  FASTEN  SHEETMETAL  [pitts.  LUCK]  ON  SHEETMETAL  AT 
WORKTABLE  6  STRIKES  USING  HAMMER  A1  WORKTABLE  AND 

ASIDE  PF  10  (  4  5  6  7  ) 

A1  BO  G1  <A1  BO  PO  P16)A1  BO  PI  AO  (10) 

9  POSITION  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE 

-  ft X  UV  U1  fll  bo  P6  A0 

10  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

V  USING  HAMMER  AND  ASIDE  PF  8  (4567) 

( A1  B0  P0  F6  )A1  BO  PI  A0  (8) 

11  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 


1.00 

1.00 

1.00 

8.00 

1.00 

1.00 

1.00 

1.00 

8.00 

1.00 


110 

140 

1740 

720 

600 

140 

140 

1740 

720 

600 


USING  HAMMER  AND  ASIDE  PF  46  (4567) 


A1 

BO  G1 

( A1  BO  PO 

F32 

)A1 

BO 

PI 

AO  (4  6) 

1.00 

15220. 

XiJ 

REPOSITION 

SHEETMETAL  FROM  WORKTABLE 

TO 

WORKTABLE  WITH 

3  STEPS 

- - 

A1  BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140 

FASTEN  SHEETMETAL 

TO  SHEETMETAL 

AT  WORKTABLE 

16 

STRIKES 

USING  HAMMER  AND  ASIDE  PF  4  6  ( 

4  5 

6  7 

) 

A1 

BO  G1 

( A1  BO  PO 

F32) A1 

BO 

PI 

AO  (46) 

1.00 

15220. 

TOTAL 

TMU 

37230. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  RIVET  VANE  TSfcftCK  &  THROAT  &  HEEL  LAPS 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  •  W07  VNELBO.M4  6 

RIVET  SHEETHETAL  FOR  VANE  TRACK,  THROAT,  &  HEEL  LAPS  WITH 
RIVET  GUN  AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  23-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #  8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 ' X90  DEGREE  ELBOW  WITH  VANE  TRACK 

*  RIVET  2  FART  THROAT  &  2  PART  HEEL  &  V.  T. 

FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSION  ON  SHEETMETAL  [THROAT  &  HEEL3  AT 

WORKTABLE  USING-STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4 
(4  5  6  7) 


A1  BO  G1  ( A1  BO  PI 

M32 

)A1 

B0 

PI 

A0 

(4) 

1.00 

1400 

2 

MARK  DIMENSION  ON  SHEETMETAL  AT 

WORKTABLE  1 

DIGIT  USING 

AWL  AND  ASIDE  PF  20  (4567) 

A1  B0  G1  ( A1  B0  PI 

R3  ) 

A1 

B0 

PI 

A0  (20) 

1.00 

1040 

3 

FASTEN  5  /  32DRILL-BIT  TO  SHEETMETAL 

AT 

WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE 

AND 

ASIDE 

A1  B0  G1  A0  B0  (P3  A1 

F6 

)  A1  B0 

PI 

A0 

(5) 

1.00 

540 

4 

OPERATE  DRILLMOTOR  ON  SHEETMETAL 

PROCESS 

F  20 

A1  B0 

G1 

M6 

X6 

10 

A0 

20.00 

2800 

5 

POSITION  RIVETS  FROM  WORKTABLE  TO  SHEETMETAL 

AT 

WORKTABLE  F  20 

A1  B0 

G1 

A1 

B0 

P  6 

A0 

20.00 

1800 

6 

OPERATE  RIVETGUN  PROCESS  F  20 

A1  B0 

G1 

M6 

X3 

10 

A0 

20.00 

2200 

7 

POSITION  STRAIGHTEDGE  FROM  WORKTABLE 

TO 

SHEETMETAL  AT 

WORKTABLE  F  4 

A1  B0 

G1  A1 

B0 

P  6 

A0 

4.00 

360 

8 

MARK  LINES  ON  SHEETMETAL  AT  WORKTABLE 

5 

DIGITS  USING 

AWL  AND  ASIDE  PF  4  (4567) 

A1  B0  G1  ( A1  B0  PI 

R16 

)  A1  B0 

PI 

A0 

(4) 

1.00 

760 

7  OPERATE  DRILLMOTO.R  PROCESS  F  12 

A  1  B0 

G1 

M6 

X6 

10 

A0 

12.00 

1680 

10 

OPERATE  RIVETGUN  PROCESS  F  12 

A1  B0 

G1 

M6 

X3 

10 

A0 

12.00 

1320 

TOTAL  TMU  13900. 


I  yj»e  u  >  tM  7  U  I  t  LW » EX  r  L  ?  LB »  LS  t  M  t  T  j  W  <or  H  for  hel  p>  ? 


a.4-s i  zo 


input  file  <VNELBo.M47>  ? 


File  Description  Y  TAP  BOLT  HOLES  PLATE 


utput  to  line-printer  <Y  or  N>  ?  N 
(3  9  3  ) 

fit’  ,wv/  - —  -  VNELBO.M47) 

THREAD  SHEETMETAL  FOR  BOLT  HOLES  IN  ELBOW  BACK  UP  PLATE  WITH  TAP 
AT  SHEETMETAL  SHOP 

PER  VANE  ELBOW  “ -  -  '  OFG :  4  23-MAR-83 

*  NASSCO  SHEETMETAL  SHAPE  #8 

*  HOLE  418 

*  DRAWING  501-292 

*  V  2  -  9  2  0  0  1 

*  V  6  -  1  9  1  4 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22  X  12  X  90  DEGREES  ELBOW  WITH  VANE  TRACK 
*  TAP  11  GAUGE  BACK  UP  PLATE 

*  DRILL  CLEARANCE  IN  ACCESS  PLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  SHEETMETAL  [ACCESS  COVER]  TO  SHEETMETAL  [ELBOW 
ASSEMBLY]  AT  WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00 

2  LOOSEN  5  /  32DRILL-BIT  FROM  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AND  HOLD 

A1  BO  G1  AO  BO  (P3  A1  L6  )  AO  BO  P0  AO  (5)  1.00 

3  FASTEN  7  /  32DRILL-BIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AND  ASIDE 


A1 

BO  G1  AO 

BO  (P3 

A1 

F  6 

)A1 

BO 

PI 

AO 

(7) 

1.00 

4 

OPERATE 

DRILLMOTOR 

PROCESS  F 

4 

A1 

BO 

G1 

M6 

X6 

10 

AO 

4.00 

5 

HOVE  TAPINGMOTOR  FROM  TOOLROOM  TO  WORKTABLE 

A9  6 

BO 

G1 

A9  6 

B3 

PI 

AO 

1.00 

6 

OPERATE 

DRILLMOTOR 

[TAPINGMOTOR] 

PROCESS 

F  4 

A1 

BO 

G1 

M6 

X6 

10 

AO 

4.00 

7 

POSITION  BOLT  FROM 

TP  A 

WORKTABLE 

TO 

SHEETMETAL  AT 

’  WORKTABLE 

E 

A1 

B0 

G1 

A1 

BO 

P  6 

AO 

4.00 

8  FASTEN  BOLT  TO  SHEETMETAL  AT  WORKTABLE  10  WRIST-TURNS 

USING  WRENCH  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  B0  G1  ( A1  B0  P3  F24  )  A1  B0  PI  A0  (4)  1.00 

9  OPERATE  DRILLMOTOR  PROCESS  F  29 

A1  B0  G1  M6  X6  10  A0  29.00 

10  LOOSEN  BOLT  FROM  SHEETMETAL  AT  WORKTABLE  10  WRIST-TURNS 

USING  WRENCH  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  B0  G1  (A1  B0  P3  L24  )  A1  B0  PI  A0  (4)  1.00 

11  REPLACE  SHEETMETAL  [ACCESS  COVER]  FROM  SHEETMETAL  TO 

WORKTABLE 

A1  B0  G1  A1  B0  P3  A0  1.00 

12  OPERATE  DRILLMOTOR  [TAPINGMOTOR]  PROCESS  F  29 

A1  B0  G1  M6  X6  10  A0  29.00 

13  LOOSEN  7 . 32DRILL-BIT  FROM  DRILLMOTOR  AT  WORKTARLE  3 

WRIST-TURNS  USING  CHUCKKEY  AND  ASIDE 

A1  B0  G1  A1  B0  P3  L6  A1  B0  PI  A0  1.00 

14  FASTEN  5 . 16DRILL-BIT  TO  DRILLMOTOR  AT  WORKTABLE  3 
WRIST-TURNS  USING  CHUCKKEY  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO  1.00 


140. 

520. 

740  . 
560. 
1970. 
560. 

360. 

1160  . 
4060. 

1160. 

60. 

4060. 

140. 

140. 


15  OPERATE  DRILLMOTOR  ON  SHEETMETAL  [ACCESS  COVER]  PROCESS 
F  33 

A1  BO  G1  M6  X6  10  AO  33.00  4620. 

TOTAL  TMU  20250. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  <VNELBO.M48>  ? 


^ile  Description  ?  CUT  RUBBER  GASKET  FOR  ACCESS  PLATE 

Output  to  line-printer  <Y  or  N>  ?  N 

(  39,  3) 

FIT  '  . W07  VNELBO.M48 

CUT  RUBBER  FOR  ACCESS  PLATE  GASKET  WITH  UTILITY  KNIFE  AT 
SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  2 3 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22  X  12  X  90  DEGREE  ELBOW  WITH  WANE  TRACK 

*  USE  AC.  PLATE  FOR  TEMPLATE  TO  CUT  RUBBER 
FITTER  BEGINS  AT  WORKTABLE 

1  MOVE-SHEETMETAL2  [ACCESS  COVER]  AND  BLACKPEN  [INK  PEN] 

FROM  WORKTABLE  TO  GASKET-CUTTING-TABLE 

A  1  BO  G1  A152B0  PI  AO  1.00 

2  MOVE  UTILITY-KNIFE,  3  /  8HOLE-PUNCH  AND  MALLET  FROM 

TOOLROOM  TO  GASKET-CUTTING-TABLE 

AY  6  BO  G1  A96  BO  PI  AO  1.00 

3  PLACE  RUBBER  FROM  SHELF  AT  GASKET-CUTTING-TABLE  TO 

GASKET-CUTTING-TABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00 

4  PLACE  SHEETMETAL2  [ACCESS  COVER3  FROM 

GASKET-CUTTING-TABLE  TO  RUBBER  AT  GASKET-CUTTING-TABLE 

A1  BO  G1  A1  BO  P3  AO  1.00 

5  CUT  RUBBER  TRACING  SHEETMETAL  [ACCESS  COVER]  AT 

GASKET-CUTTING-TABLE  1  CUT  USING  UTILITY-KNIFE  AND 

ASIDE  PF  4  (  4  5  6  7  ) 

A  Y  6  BO  G  1  -  (  A  Y  6  BO  P3  G1  )  A1  BO  PI  AO  (4)  1.00 

6  REPLACE  SHEETMETAL2  FROM  RUBBER  AT  GAS KE T -CUT T  I NG- T  AB LE 

TO  G  A  S  K  E  T  -  C  U  T  T  I  N  G  -  T  A  B  L  E 

A  1  B  0  G1  A1  BO  P3  AO  1.00 

7  POSITION  3  /  8HOLE-PUNCH  FROM  GASKET-CUTTING-TABLE  TO 

RUBBER  AT  G  A  S  K  E  T  -  C  U  T  T  I  N  G  -  T  A  B  L  E  F  33 

A1  BO  G1  A1  BO  P  6  AO  33.00 

8  FASTEN  HOLE  PUNCH  TO  RUBBER  at  GASKET-CUTTING-TABLE  2 

STRIKES  USING  MALLET  AT  GASKET-CUTTING-TABLE  AND  ASIDE 
PF  33  (4567) 

A1  BO  G1  ( A1  BO  PO  F6  )A1  BO  PI  A0  (33)  1.00 

9  MOVE  SHEETMETAL2  [ACCESS  PLATE]  AND  RUBBER  FROM 

GASKET-CUTTING-TABLE  TO  WORKTABLE 


A1  BO  G  1 

A152 

B3 

PI 

A0 

1.00 

10  MOVE  HOLE  PUNCH,  UTILITY-KNIFE,  AND 

MALLET 

FROM 

GASKET-CUTTING-TABLE  TO  TOOLROOM 

A152B0  G1 

A9  6 

BO 

PI 

AO 

1.00 

TOTAL 

TMU 

1550. 

1940. 

110. 

60. 

4990. 

60. 

2970. 

2350. 

1580. 

2500. 

18110. 


233^30 


Please  input  file  <VNELBO.M49>  ? 


File  Description  ?  DEBURR  ACCESS  COVER  &  ACCESS  HOLE 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3  ) 

FIT  '  •  W07  VNELBO  .M4  9 

DEBURR  SHEETMETAL  FOR  ACCESS  COVER  &  ACCESS  HOLE  WITH  FILE  AT 
SHEETMETAL  SHOP 

PER  VANE  ELBOW  OFG :  4  23-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #8 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 ' X90  DEGREE  ELBOW  WITH  VANE  TRACK 

*  DEBURR  BOLT  HOLES  &  ROUGH  EDGES 
FITTER  BEGINS  AT  WORKTABLE 

1  MOVE  GLUE  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO 

2  DEBURR  SHEETMETAL  [ACCESS  COVER]  AT  WORKTABLE  1 

ARM-STROKE  USING  FILE  AND  HOLD  PF  30  (4567) 

'By  G1  ( A1  BO  PI  Cl  )  AO  BO  P0  AO  (30) 

3  DEBURR  SHEETMETAL  ELBOW  ASSEMBLY?  AT  WORKTABLE  1 

ARM-STROKE  USING  FILE  AND  ASIDE  PF  30  (4567) 

A  1  B  0  G  1  (A1  BO  PI  Cl  )A1  BO  PI  AO  (30) 

4  MOVE  RUBBER  WITH  0  STEPS  FROM  GASKET-CUTTING-TABLE  TO 

WORKTABLE  WITH  0  STEPS 

A1  B0  G1  A1  B3  PI  A0 

5  GRIP  GLUE  TO  RUBBER  AT  WORKTABLE  2  SQ.FT.  USING  BRUSH 
AND  ASIDE 

A96  B0  G1  A96  B3  P3  Cl  A1  B0  PI  A0 

6  PLACE  SHEETMETAL  [ACCESS  COVER]  FROM  WORKTABLE  TO 

SHEETMETAL  [ELBOW]  AT  WORKTABLE 

A1  B0  G1  A1  B0  P3  A0 

7  POSITION  BOLT  FROM  WORKTABLE  TO  SHEETMETAL  [ELBOW]  AT 

WORKTABLE 

A1  B0  G1  A1  B0  P  6  A0 

8  FASTEN  BOLT  TO  SHEETMETAL  AT  WORKTABLE  10  WRIST-TURNS 

USING  WRENCH  AT  WORKTABLE  AND  ASIDE  PF  4  (4  5  6  7) 

p3  F24 )  A1  B0  PI  A0  (4) 

7  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

A0  B0  GO  AO  BO  PO  110  AO  BO  PO  AO 


TOTAL  TMU  7330. 


1.00 

1970. 

1.00 

920  . 

1.00 

9  4  0 

1.00 

70. 

1.00 

2020. 

1.00 

6  0  , 

1.00 

90  . 

1.00 

1160. 

1.00 

100. 

tape  u » tn  t  l.i  r  tw  >  t*  lli  t  Lb »  n »  I  t  w  <.or  H  ror  neip>  7 


e^o$/o 


Please  input  file  <VNELBO.M30>  ? 


File  Description  ?  WELD  ELBOW  WITH  VANE  TRACK 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,101) 

WELD  .W01  VNELBO.M30 

WELD  VANE  TRACK  ELBOW  WITH  TIG-WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  VANE  TRACK  ELBOW  OFG:  4  22-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  8 

*  HULL418 

*  DRAWING  501-292 

*  V2-92007 

*  V6-1914 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X12 '  ELBOW  WITH  VANE  TRA — 

*  —WITH  9  TURN  VANES 

*  TACK  WELD  WITH  1 '  TACKS 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 

*  WELDOR  PERFORMS  WORK 

*  FITTER  TRANSPORTSHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETHETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

2  FITTER  HOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELD-TABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDHACHINES 

TO  ON  AT  WELDMACHINES 

A1  BO  G1  Ml  XO  10  A1 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 

WRIST-TURN  USING  HAND 

A1  BO  G1  A1  BO  PI  F3  AO  BO  P0  AO 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  10  A1 

8  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE 

A3  B3  G1  A1  B0  P6  A0 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS 

A1  B0  G1  Ml  X10  10  A0 

10  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBY  AT  WELDTABLE  F  70 

A1  B0  G1  A1  B0  P  6  A0 

11  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  22 

A1  B0  G1  Ml  X0  10  A1 

12  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 


2.00 

220 

1.00 

1370 

2.00 

220 

1.00 

370 

1.00 

40 

1.00 

70 

1.00 

60 

1.00 

140 

1.00 

130 

70.00 

6300 

22.00 

880 

13 

14 

15 


•16 


17 


ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  70 


A1 

BO  G1 

A1 

B6 

P  6 

A0 

70.00 

OPERATE  WELD 

STINGER-BUTTON1 

PROCESS 

F 

22 

A1 

BO  G1 

M6 

X81 

10 

A0 

22.00 

PUSH  WELDHOOD 

FROM  DOWN  AT  WELDOR  TO 

UP 

AT  WELDOR  F  22 

A1 

BO  G1 

Ml 

XO 

10 

A1 

22 . 00 

WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 
ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
22  (  4567  ) 


A1  B0  G1  ( A1  B0 

PI 

CIO 

)A1  B0  PI 

A0  (22) 

1.00 

REPLACE  SHEETMETAL  ASSEMBLY 

FROM 

WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4  STEPS  F  2 

A1 

B0 

G1 

A6  B0  P3 

A0 

2.00 

FITTER  MOUE  CART  FROM  WELDTABLE 

A1  B0 

TO 

G1 

WORKTABLE 
A131B0  PI 

A0 

1.00 

TOTAL  TMU 


File  Description  ?  WELD  ELBOW  WITH  VANE  TRACK 
Output  to  line-printer  <Y  or  N>  ? 


10500. 

19580. 

880. 

2680. 

220. 

1340. 

45000. 


/o  y  s"A 


t'/A-Xfc  0c//- 


(?L£> 


-TfifSL 


_  2  79£  o_ 


/0$  OO 


y  /  o  Bo 


5T  tf/A/ 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  RECT .  TO  RADIUS  CORNERS 
Output  to  line-minter  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  RCT2RC . MO  1 

MARK  OUT  SHEETMETAL  FOR  RECTANGULAR  TO  RADIUS  CORNERS  WITH  AWL  AT 
SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  12-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  20  GAUGE  GALV.  SHEETMETAL 

*  10 ' X5 '  TO  8 ' X5  '  RADIUS  CORNERS  12 'L — 

*  — WITH  1  1/2'  RADIUS  CORNERS 

*  MARK  OUT  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  3  STEPS  F  4 


POSITION  WEIGHTS 
WORKTABLE  WITH  3 

A1  BO 
FROM  WORKTABLE 
STEPS  F  4 

G1  A6  BO 
TO  TEMPLATE 

P  6 
AT 

AO 

4.00 

560 

A1  B0 

G1  A6  BO 

P  6 

AO 

4.00 

560 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  16  (456 

1  ) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (16)  1.00  2920. 

4  POSITION  CFUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  40 

A1  B0  G1  A3  B0  P6  A0  40.00  4400. 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AND  ASIDE  PF  30  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )A1  B0  PI  AO  (30)  1.00  1240. 

6  REPLACE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS  F  4 

A1  B0  G1  A6  B0  P3  A0  4.00  440. 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220  . 

8  MARK  CUT  LINE  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (16)  1.00  840. 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  84  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (84)  1.00  4240. 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

1 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (52)  1.00  2640. 

11  MEASURE  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  (A1  BO  PI  M32  )  A1  BO  PI  AO  (5)  1.00  1740. 

12  MARK  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (6)  1.00  340. 

13  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  AND  ASIDE  WITH  3  STEPS  PF  6  (4567) 


1.00 


740. 


A1  BO  G1  ( A6  BO  P6  AO  ) 

14  MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  5  DIGITS 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (5)  1.00  940. 

15  MARK  CUT  LINE  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

( A1  BO  PI  R16  )A1  BO  PI  AO  (5)  1.00  940. 

16  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  32  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (32)  1.00  1640. 

17  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52)  1.00  2640. 

18  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

19  MOVE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO  1.00  700. 


TOTAL  TMU  27  960. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  RECTANGULAR  TO  RADIUS  CORNERS 
(SjP^ile  Description  ? 

Output  to  line-printer  <Y  or  N>  ?  N 
(39,  1  ) 

FIT  .Wll  RCT2RC.M02 

SHEAR  SHEETMETAL  FOR  RECTANGULAR  TO  RADIUS  CORNERS  WITH 
SMALL  8FT .  SHEAR  AT  SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  13-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  20  GAUGE  GALV.  SHEETMETAL 

*  10 'X5'  TO  8 ' X5 '  RADIUS  CORNERS  12 'L — 

*  —WITH  1  1/2'  RADIUS  CORNERS 

*  SHEAR  1  1/2,  STRIPS  FOR  RADIUS  CORNERS 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P  6 

A0 

2.00 

280 

2 

PUSH  FOOTPEDAL 

AT  SMALLSHEAR 

PROCESS 

A1 

BO 

G1 

Ml 

X6 

10 

A0 

1.00 

90 

3 

POSITION  SHEETMETAL2  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  WITH 

2  STEPS  F  15 

A1 

BO 

G1 

A3 

BO 

P  6 

A0 

15.00 

1650 

4 

PUSH  FOOTPEDAL 

AT  SMALLSHEAR 

PROCESS 

F  15 

A1 

BO 

G1 

Ml 

X6 

10 

A0 

15.00 

1350 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR  TO  CART 

AT 

SMALLSHEAR  WITH  20  STEPS 

A1 

BO 

G1 

A32 

BO 

P3 

A0 

1.00 

370 

6 

MOUE  CART  WITH 

SHEETMETAL  FROM 

SMALLSHEAR  TO  WORKTABLE 

A1 

BO 

G1 

A67 

B3 

PI 

A0 

1.00 

730 

TOTAL  TMU  4470 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS 


ifSSjputput  to  line-printer  <Y  or  N>  ?  N\ 

(  39,  1) 

FIT  .Wll  RCT2RC.M03 

SHEAR  RADIUS  FOR.  RECTANGULAR  TO  RADIUS  CORNERS  WITH  UNI-SHEAR  AT 
SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  13-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  20  GAUGE  GALV.  SHEETMETAL 

*  10' X5'  TO  8 ' X5 '  RADIUS  CORNERS  12 'L — 

*  —WITH  1  1/2.  RADIUS  CORNERS 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00 

3  OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  F  4 

A1  BO  G1  M6  X173I0  AO  4.00 

4  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  P3  C3  )  A1  BO  Pi  AO  (8)  1.00 

5  FASTEN  [FLATTEN]  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  16  (  4 
5  6  7) 

A1  BO  G1  ( A1  BO  PO  F 6  )  A1  BO  Pi  AO  (16)  1.00 

6  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 


A1  BO 

G1  A6 

BO 

P3  AO 

2.00 

MOUE  CART  WITH  SHEETMETAL  FROM 

WORKTABLE 

TO 

LAPOUT 

A1  BO 

G1  A54 

BO 

PI  AO 

1.00 

TOTAL 

TMU 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


110 

1970 

7240 

600 

1160 

220 

570 

11870 


/  6  3  40 


File  Description  ?  FORM  LAP  END  OR  RECTANGULAR  TO  RADIUS  CORNERS 
(^v-Output  to  line-printer  (Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  RCT2RC.M04 

FORM  LAP  END  ON  RECTANGULAR  TO  RADIUS  CORNERS  WITH  LAPOUT  MACHINE 
AT  SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  13-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  20  GAUGE  GALV.  SHEETMETAL 

*  10 'X5'  TO  8 ' X5 '  RADIUS  CORNERS  12 'L — 

*  —WITH  1  1/2'  RADIUS  CORNERS 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL2  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  2 


A1 

BO 

G1  A6 

BO  P3 

A0 

2.00 

220 

2 

PUSH 

LAPOUT-SWITCH  PROCESS  F 

2 

A1 

BO 

G1  Ml 

XI 6  10 

A0 

2.00 

380 

3 

PUSH 

AND  GUIDE 

SHEETMETAL  THROUGH  LAPOUT  WITH  2 

STEPS 

A3 

BO 

G1  Ml 

X0  13 

A0 

1.00 

80 

4 

REPLACE  SHEETMETAL  FROM  LAPOUT 

TO  CART 

AT  LAPOUT  WITH 

4  STEPS  F  2 

A1 

BO 

G1  A6 

B0  P3 

A0 

2.00 

220 

5 

HOVE 

CART  WITH 

SHEETMETAL  FROM 

LAPOUT  TO  WORKTABLE 

A1 

BO 

G1  A54 

B3  PI 

A0 

1.00 

600 

TOTAL  TMU  1500 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


/~7j  64o 


File  Description  ?  BEND  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS 


utput  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  RCT2RC.M05 

BEND  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS  WITH  LEAF  BRAKE  AT 
SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  13-MAY-83 

NASSCO  SHEEMETAL  SHAPE  9 

*  20  GAUGE  GALV.  SHEETMETAL 

*  10 'X5'  TO  8 ' X5 '  RADIUS  CORNERS  12 'L — 

*  —WITH  4  '  RADIUS  CORNERS 
FITTER  BEGINS  AT  WORKTABLE 


1  MOUE  VISEGRIPS  FROM  WORKTABLE  TO  LEAFBRAKE 


A1  BO 

G1 

A81  BO 

PI 

AO 

1.00 

8  4  0 

2 

GRIP  ADJUSTMENT  ROD 

ON  LEAFBRAKE  USING  VISEGRIPS 

AT 

LEAFBRAKE  AND  ASIDE 

A1  BO  G1 

A1 

BO  P3 

Cl 

A1  BO 

PI 

AO 

1.00 

90. 

3 

POSITION  SHEETMETAL 

FROM  CART  AT  LEAFBRAKE 

TO 

LEAFBRAKE  F  2 

A1  BO 

G1 

A1  BO 

P  6 

AO 

2.00 

180. 

4 

OPERATE  LEAFBRAKE-LEVER 

PROCESS 

F  2 

A1  BO 

G1 

M6  XI 6 

10 

AO 

2.00 

480. 

5 

POSITION  SHEETMETAL2 

FROM  LEAFBRAKE 

TO  LEAFBRAKE 

F  24 

A1  BO 

G1 

A1  BO 

P  6 

AO 

24.00 

2160. 

6 

OPERATE  LEAFBRAKE-LEVER 

PROCESS 

F  24 

A1  BO 

G1 

M6  XI 6 

10 

AO 

24.00 

5760. 

7 

REPLACE  SHEETMETAL  FROM 

LEAFBRAKE  TO  CART  AT  LEAFBRAKE 

WITH  4  STEPS  F  2 

AL  BO 

G1 

A6  BO 

P3 

AO 

2.00 

220  . 

8 

MOVE  CART  WITH  SHEETMETAL  FROM 

LEAFBRAKE  TO 

WORKTABLE 

A1  BO 

G1 

A81  B3 

PI 

AO 

1.00 

870. 

TOTAL 

TMU 

10600. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  FORM  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS 


utput  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

RCT2RC  . MO  6 

FIT.  W  1  1  FORM  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS  WITH  HAND-ROLLER  AT 

SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG:  4  13-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  20  GAUGE  GALV.  SHEETMETAL 

*  10 'X5'  TO  8  '  X5 '  RADIUS  CORNERS  12  '  L—  - 

*  — WITH  1  1/2'  RADIUS  CORNERS 

*  CHECK  COLLAR  RADIUS  WITH  TRANSF .  RADIUS 
FITTER  BEGINS  AT  WORKBENCH 


1  POSITION  SHEETMETAL 2  FROM  CART  AT  WORKBENCH  TO 
HAND-ROLLER  AT  WORKBENCH  WITH  4  STEPS  F  4 


A1  BO 

G1 

A6  BO 

P  6 

AO 

4.00 

560 

2 

FASTEN 

BOLT  [ROLLS] 

TO  SHEETMETAL2  AT 

WORKTABLE 

3  SPINS 

USING 

FINGERS  F  4 

A1  BO  G1 

A67  B3  PI 

F6 

AO  BO 

P0 

AO 

4.00 

3160 

3 

CRANK 

HAND-ROLLER  AT  WORKBENCH  3 

REVS 

USING  HAND 

F  8 

A67  B3 

G1 

M6  X0 

10 

AO 

8.00 

6160 

4 

PLACE 

SHEETMETAL  FROM  HAND-ROLLER  AT 

WORKBENCH 

TO 

SHEETMETAL  AT  WORKBENCH  F  8 

A1  BO 

G1 

A1  BO 

P3 

AO 

8.00 

480 

5 

REPLACE  SHEETMETAL 

FROM  WORKBENCH  TO 

CART  AT 

WORKBENCH 

WITH 

4  STEPS  F  4 

A1  BO 

G1 

A6  BO 

P3 

AO 

4 . 00 

440 

6 

MOVE  CART  WITH  SHEETMETAL2  FROM 

WORKBENCH  TO 

PANBRAKE 

A1  BO 

G1 

A32  BO 

PI 

AO 

1.00 

350 

TOTAL  TMU  11150. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  BEND  LAP  ENDS  FOR  RECTANGULAR  TO  RADIUS  CORNERS 
utput  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  RCT2RC.M07 

BEND  LAP  ENDS  FOR  RECTANGULAR  TO  RADIUS  CORNERS  WITH  FAN-BRAKE  AT 
SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  13-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  20  GAUGE  GLAV.  SHEETMETAL 

*  10' X8'  TO  8'X5'  RADIUS  CORNER  12' L — 

*  — WITH  1  1/2'  RADIUS  CORNERS 
FITTER  BEGINS  AT  PANBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  PANBRAKE  TO  PANBRAKE 
WITH  4  STEPS  F  2 


A1  BO  G1 

A6  BO 

P  6 

AO 

2.00 

280 

2 

FASTEN 

NUT  [ JAWS ] 

TO  SHEETMETAL  AT 

PANBRAKE 

5 

WRIST-TURNS  USING 

WRENCH'  AT  PANBRAKE  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F10 

A1  BO 

PI 

AO 

1.00 

180 

3 

OPERATE 

PANBRAKE-LEVER  PROCESS  F  6 

A1  BO  G1 

M6  X9  6 

10 

AO 

6.00 

6240 

4 

REPLACE 

SHEETMETAL 

FROM  PANBRAKE  TO 

CART  AT 

PANBRAKE 

WITH  4 

STEPS 

A1  BO  G1 

A6  BO 

P3 

AO 

1.00 

110 

5 

MOVE  CART  WITH  SHEETMETAL2  FROM  PANBRAKE  TO 

WORKTABLE 

A1  BO  G1  A54  B3 

PI 

AO 

1.00 

600 

TOTAL  TMU  7410 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ?  M 


jt/>  OP  & 


File  Description  ?  ASSEMBLE  RECTANGULAR  TO  RADIUS  CORNERS 
utput  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  RCT2RC.M08 

ASSEMBLE  SHEETMETAL  FOR  RECTANGULAR  TO  RADIUS  CORNERS  WITH 
'RIVET  GUN  AT  SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  13-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  20  GAUGE  GALV.  SHEETMETAL 

*  10 'X5'  TO  8*X5 '  RADIUS  CORNER  12'  L — 

*  —  WITH  1  1/2'  RADIUS  CORNERS 

*  HOLD  PIECES  WITH  VISEGRIPS  WHILE  — 

*  —DRILLING 

FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  F  2 


A1  BO  G1 

A6  BO 

P3 

A0 

2.00 

220, 

2 

POSITION  SHEETMETAL  FROM  WORKTABLE 

TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1 

A1  BO 

P  6 

A0 

2.00 

180, 

3 

GRIP  SHEETMETAL  TO 

SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AT  WORKTABLE  AND  ASIDE  PF 

2(45 

6  7 

) 

A1  BO  G1 

( A1  BO  P3  Cl 

)  A1  BO 

PI 

AO  (2) 

1.00 

140, 

4 

FASTEN  5-32DRILLBIT 

TO  DRILLMOTOR  AT 

WORKTABLE  3 

WRIST-TURNS  USING 

CHUCKKEY  AT  WORKTABLE  AND 

ASIDE 

A1  BO  G1 

A1  BO  P3  F6 

A1  BO 

PI 

AO 

1.00 

140 

5 

POSITION  DRILLMOTOR 

FROM  WORKTABLE  TO  SHEETMETAL 

AT 

WORKTABLE  F  2 

A1  BO  G1 

A1  BO 

P  6 

AO 

2.00 

180, 

6 

OPERATE  DRILLMOTOR 

AT  WORKTABLE  PROCESS  F  2 

A1  BO  G1 

M6  X6 

10 

AO 

2.00 

280. 

7 

POSITION  RIVETS  FROM  WORKTABLE  TO  SHEETMETAL 

AT 

WORKTABLE  F  2 

A1  BO  G1 

A1  BO 

P  6 

AO 

2.00 

180. 

m 

POSITION  RIVETGUN  FROM  WORKTABLE  TO 

SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1 

A1  BO 

P  6 

AO 

2.00 

180. 

9 

OPERATE  RIVETGUN  AT 

WORKTABLE  PROCESS  F  2 

A1  BO  G1 

M6  X3 

10 

AO 

2.00 

220. 

TOTAL  TMU  172  0. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

48730 


File  Description  ?  TACK  RADIUS  CORNERS  ON  RECT .  TO  RADIUS  CORNERS 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  RCT2RC.M09 

TACK  RADIUS  CORNERS  ON  RECTANGULAR  TO  RADIUS  CORNERS  WITH 
TACK  WELDER  AT  SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  13-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  20  GAUGE  GALV.  SHEETMETAL 

*  10 'X5'  TO  8  '  X5 '  RADIUS  CORNERS  12 'L — 

*  —WITH  1  1/2'  RADIUS  CORNERS 

*  COMPLETE  WELDING  AT  WELD  AREA 

*  SEE  RCT2RC.M10 

FITTER  BEGINS  AT  WORKTABLE 


1 

MOVE  [CLAMPS  ,  SHEETMETAL  FROM  WORKTABLE  TO 

WELDOUT 

A1  BO  G1 

A54  B3 

PI 

A0 

1.00 

600 

2 

POSITION  SHEETMETAL 

FROM  WELDOUT  TO 

SHEELMETAL2 

AT 

WELDOUT  F  4 

A1  BO  G1 

A1  BO 

P  6 

A0 

4.00 

360 

3 

GRIP  SHEETMETAL  TO 

SHEETMETAL  AT  WELDOUT  USING 

[CLAMPS  AT  WELDOUT 

AND  ASIDE  PF  8  ( 

4  5  6  7 

) 

A1  BO  G1 

( A1  BO  P3  Cl 

)  A1  BO 

PI 

A0 

(8)  1.00 

440 

4 

POSITION  TACKWELDER 

TO  SHEETMETAL  AT  WELDOUT 

F 

14 

A1  BO  G1 

A1  BO 

P  6 

A0 

14.00 

1260 

5 

OPERATE  TACKWELDER  AT  WELDOUT  PROCESS  F  14 

A1  BO  G1 

M6  X3 

10 

A0 

14.00 

1540 

6 

MOVE  [CLAMPS  ,  SHEETMETAL  FROM  WELDOUT  TO  WORKTABLE' 

A1  BO  G1 

A54  B3 

PI 

A0 

1.00 

600 

TOTAL  TMU  4800 

5~3j$zo 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  WELD  RECTANGULAR  TO  RADIUS  CORNERS 
output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  3) 

WELD  '  .W01  RCT2RC.M10 

WELD  RECTANGULAR  TO  RADIUS  CORNERS  WITH  TIG-WELDER  AT  SHEETMETAL 
SHOP  WELDING  BOOTH 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  21-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  9 

*  20  GAUGE  GALV.  SHEETMETAL 

*  10' X5  TO  8 ' x5 '  RADIUS  CORNERS  12 'L 

*  —WITH  1  1/2'  RADIUS  CORNERS 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 

*  WELDOR  PERFORMS  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

4  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 
AT  WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  FITTER  MOUE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  B0  G1  A131B3  PI  A0  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32  1.00  370. 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  AT  WELDMACHINES 

A1  BO  G1  Ml  XO  10  A1  1.00  40. 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 

WRIST-TURN  USING  HAND 

A1  B0  G1  A1  BO  PI  F3  AO  BO  PO  AO  1.00  70. 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  10  A1  1.00  60. 

a  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 
TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  2 

A3  B3  G1  A1  BO  P6  AO  2.00  280. 

g  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  2 

A1  BO  G1  Ml  X10  10  AO  2.00  260. 

40  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 
ASSEMBLY  AT  WELDTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00  360. 

44  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  4 

A1  BO  G1  Ml  XO  10  A1  4.00  160. 

42  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  4 

A1  BO  G1  A1  B6  P 6  AO  4.00  600  . 

43  OPERATE  WELD  STINGER-BUTTON1  PROCESS  F  4 

A1  BO  G1  M6  X81  10  AO  4.00  3560. 

14  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  4 

A1  BO  G1  Ml  XO  10  A1  4.00  160. 

45  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  1  ARM-STROKE 

USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF  40  (4567 


tfcra,  zc  s*  '* 


A1  BO  G1 

( A1  BO 

PI 

Cl  )A1  BO 

PI 

AO  (40 

)  1.00 

1240 

16  REPLACE 

SHEETMETAL 

,  ASSEMBLY 

FROM 

WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4 

STEPS 

A1 

BO 

G1  A6  BO 

P3 

AO 

1.00 

110 

17  FITTER 

MOVE  CART 

FROM  WELDTABLE 

TO  WORKTABLE 

A1 

BO 

G1  A131B0 

PI 

AO 

1.00 

1340 

TOTAL 

TMU 

10200 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  RIVET  RECTANGULAR  TO  RADIUS  CORNERS 
Output  to  line-Printer  <Y  Or  N>  ?  N 
(  39,  1) 

FIT  #  Wll  RCT2RC  .Mil 

RIVET  RECTANGULAR  TO  RADIUS  CORNERS  WITH  RIVET  GUN  AT  SHEETMETAL 

SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  13-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  20  GAUGE  GALV.  SHEETMETAL 

*  10' X5'  TO  8 ' X5 '  RADIUS  CORNERS  12 'L — 

*  — WITH  1  1/2'  RADIUS  CORNERS 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  F  2 

A1  BO  G1  A1  BO  P6  AO  2.0  0  180. 

2  MARK  RIVET  HOLES  FROM  RIVET-HOLE-GUIDE  AT  WORKTABLE  1 

DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  16  (  4 

5  6  7) 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (16)  1.00  840. 

3  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  16 

A1  B0  G1  A1  B0  P  6  A0  16.00  1440. 

4  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  16 

A1  BO  G1  M6  X6  10  A0  16.00  2240. 

5  POSITION  RIVET  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABE } I  F  16 

A1  B0  G1  A1  B0  P  6  A0  16.00  1440. 

6  POSITION  RIVETGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  16 

A1  B0  G1  A1  B0  P  6  A0  16.00  1440. 

7  OPERATE  RIVETGUN  AT  WORKTABLE  PROCESS  F  26 

A1  B0  G1  M6  X3  10  A0  26.00  2860. 

8  POSITION  CAULKINGGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  16 

A1  B0  G1  A1  B0  P  6  A0  16.00  1440. 

9  GRIP  SEALANT  TO  SHEETMETAL  AT  WORKTABLE  USING 

CAULKINGGUN  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  B0  G1  ( A1  B0  P3  Cl  )  A1  B0  PI  A0  (16)  1.00  840. 

10  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  B0  GO  AO  BO  PO  T10  AO  BO  PO  AO  1.00  100. 
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RCT2RC.M30 


File  Description  ?  MARK  OUT  RECTANGULAR  TO  RADIUS  CORNERS 
Output  to  line-printer  <Y  or  N  ?  N 
(  39,  1) 

FIT  •  Wll  RCT2RC.M30 

MARK  OUT  SHEETMETAL  FOR  RECTANGULAR  TO  RADIUS  CORNERS  WITH  AWL  AT 
SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  16  GAUGE  GALV.  SHEETMETAL 

*  30 ' X15 '  TO  25 ' X20 '  RADIUS  CORNERS  40 'L — 

*  —WITH  5'  RADIUS  CORNERS 

*  HARK  OUT  WITH  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO  2.00  200. 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  AT 

WORKTABLE  WITH  3  STEPS  F  8 

A1  B0  G1  A6  B0  P6  A0  8.00  1120. 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  16  (456 

7  ) 

A1  B0  G1  ( A1  B0  PI  R16  )  A1  B0  PI  A0  (16)  1.00  2920. 

4  POSITION  CPUNCH  FROM  'WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

F  40 

A1  B0  G1  A1  B0  P  6  A0  40.00  3  6  0  0. 

5  FASTEN  CPUNCH  TO  TEMPLATE  AT  WORKTABLE  1  STRIKE  USING 

HAMMERA  AT  WORKTABLE  AND  ASIDE  PF  40  (4567) 

A1  B0  G1  ( A1  B0  P0  P3  )  A1  B0  PI  A0  (40)  1.00  1640. 

6  REMOVE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS  F  8 

A1  B0  G1  A6  B0  PI  A0  8.00  720, 

7  REMOVE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  2  STEPS  F  2 

A1  B0  G1  A3  B0  PI  A0  2.00  120. 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  B0  G1  (A1  B0  PI  R16  )  A1  B0  PI  A0  (16)  1.00  2920. 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  84  (4567) 

A1  B0  G1  (A1  B0  PI  R3  )  A1  B0  PI  A0  (84)  1.00  4240. 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

I 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (52)  1.00  2640. 

11  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  B0  G1  ( A1  B0  PI  M32  )  A1  B0  PI  A0  (5)  1.00  1740. 

12  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  B0  G1  (A1  B0  PI  R3  )  A1  B0  PI  A0  (6)  1.00  340. 

13  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  AND  ASIDE  PF  6  (456) 


440. 


A1  BO  G1  ( A1  BO  P  6  )  AO  (6)  1.00 

14  MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  5  DIGITS 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (5)  1.00 

15  MARK  CUT  LINE  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (5)  1.00 

16  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  32  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (32)  1.00 

17  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 


940. 


940. 


1640. 


18 


19 


A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52) 
PLACE  SHEETMETAL  FROM  WORKTABLE  To  CART  AT  WORKTABLE 
WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

MOUE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO 


1.00 


1.00 

1.00 


2640. 


110. 

700. 


TOTAL  TMU 


2  9  6  3  0. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  far  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  RECTANGULAR  TO  RADIUS  CORNERS 
File  Description  ? 

Output  to  line-printer  (Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  RCT2RC.M31 

SHEAR  SHEETMETAL  FOR  RECTANGULAR  TO  RADIUS  CORNERS  WITH 
SMALL  8FT .  SHEAR  AT  SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  16  GAUGE  GALV.  SHEETMETAL 

*  30 ' X15'  TO  25'X20'  RADIUS  CORNERS  40' L  - 

*  WITH  5'  RADIUS  CORNERS 

*  SHEAR  1  1/2'  STRIPS  FOR  RADIUS  CORNERS 
FITTER  BEGINS  AT  SMALLSHEAR 

1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P  6 

A0 

2.00 

280 

2 

PUSH 

FOOTPEDAL 

AT  SMALLSHEAR 

PROCESS 

F  2 

A1 

BO 

G1 

Ml 

X6 

10 

A0 

2.00 

180 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  F  15 

A1 

BO 

G1 

A1 

BO 

P  6 

A0 

15.00 

1350 

4 

PUSH 

FOOTPEDAL 

AT  SMALLSHEAR 

PROCESS 

F  15 

A1 

BO 

G1 

Ml 

X6 

10 

A0 

15.00 

1350 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR  ' 

TO  CART 

AT 

SMALLSHEAR  WITH  10  STEPS  F  2 

A1 

BO 

G1 

A16 

BO 

P3 

A0 

2.00 

420 

6 

MOVE 

CART  WITH 

SHEETMETAL  FROM 

SMALLSHEAR  TO  WORKTABLE 

A1 

BO 

G1 

A67 

B3 

PI 

A0 

1.00 

730 

TOTAL  TMU  4310. 

Tape  D>EM,CT>EW»EX,L>LD,LS>M>T,W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS 
utput  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  RCT2RC.M32 

SHEAR  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS  WITH  UNI-SHEAR  AT 
SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  16  GAUGE  GALV.  SHEETMETAL 

*  30'X15'  TO  25 ' X20'  RADIUS  CORNERS  40'L 

*  WITH  5'  RADIUS  CORNERS 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

3  OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  F  8 

A1  BO  G1  M6  X173I0  AO  8.00  14480. 

4  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  P3  C3  )  A1  BO  PI  AO  (16)  1.00  1160. 

5  FASTEN  [FLATTEN]  SHEETMETAL  AT  WORKTABLE  4  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PO  F10  )  A1  B0  PI  AO  (  16)  1.00  1800  . 

6  REPLACE  SHEETHETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 
WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

7  MOUE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  LAPOUT 

A1  BO  G1  A54  BO  PI  AO  1.00  570. 


TOTAL  TMU  20310. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  far  help>  ?  a  r  n 


File  Description  ?  FORM  LAP  ENDS  ON  RECTANGULAR  TO  RADIUS  CORNERS 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  RCT2RC.M33 

FORM  LAP  ENDS  ON  RECTANGULAR  TO  RADIUS  CORNERS  WITH 
LAPOUT  MACHINE  AT  SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  16  GAUGE  GALV.  SHEETMETAL 

*  30 ' X15 '  TO  225 'X20'  RADIUS  CORNERS  40 'L 

*  WITH  5'  RADIUS  CORNERS 

*  TWO  FITTERS  ARE  REQUIRED 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  4 


A1 

BO 

G1  A6  BO 

P3 

AO 

4.00 

440 

2 

PUSH 

LAPOUT-SWITCH  PROCESS  F 

4 

A1 

BO 

G1  Ml  X16 

10 

AO 

4.00 

760 

3 

PUSH 

rp  A 

AND  GUIDE 

SHEETMETAL  THROUGH  LAPOUT  WITH  2 

STEPS 

r  4 

A3 

BO 

G1  Ml  X0 

13 

AO 

4.00 

320 

4 

REPLACE  SHEETMETAL  FROM  LAPOUT 

TO  CART  AT  LAPOUT  WITH 

4  STEPS  F  4 

A1 

BO 

G1  A6  BO 

P3 

AO 

4.00 

440 

5 

MOUE 

CART  WITH 

SHEETMETAL  FROM 

LAPOUT  TO  CORNICEBRAKE 

A1 

BO 

G1  A32  BO 

PI 

AO 

1.00 

350 

TOTAL  TMU  2310, 


£6930 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  far  help>  ? 


File  Description  ?  BEND  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  RCT2RC.M34 

BEND  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS  WITH  CORNICE  BRAKE 
AT  SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  17 -MAY-8 3 

NASSCO  SHEETMETAL  SHAPE  9 

*  16  GAUGE  GALV.  SHEETMETAL 

*  30 ' X15 '  TO  25 ' X20 '  RADIUS  CORNERS  40 'L 

*  WITH  5'  RADIUS  CORNERS 
FITTER  BEGINS  AT  WORKTABLE 


1  MOVE  VISEGRIPS  FROM  WORKTABLE  TO  CORNICEBRAKE 


2 

A1  BO  G1  A54  BO  PI  AO 

GRIP  ADJUSTMENT  ROD  ON  CORNICEBRAKE  USING  VISEGRIPS  AT 
CORNICEBRAKE  AND  ASIDE 

1.00 

570. 

3 

A1  BO  G1  A1  BO  P3  Cl  A1  BO  PI  AO 
POSITION  SHEETMETAL  FROM  CART  AT  CORNICEBRAKE  TO 
CORNICEBRAKE  WITH  4  STEPS  F  4 

1.00 

90. 

4 

A1  BO  G1  A6  BO  P6  AO 
OPERATE  CORNICEBRAKE-LEVER  PROCESS  F  4 

4.00 

560. 

5 

A1  BO  G1  M6  X42  10  AO 

POSITION  SHEETMETAL  FROM  CORNICEBRAKE  TO  CORNICEBRAKE 

F  80 

4.00 

2000. 

A1  BO  G1  A1  BO  P  6  AO 

6  OPERATE  CORNICEBRAKE-LEVER  PROCESS  F  80 

80.00 

7200. 

7 

A1  B0  G1  M6  X42  10  A0 

REPLACE  SHEETMETAL  FROM  CORNICEBRAKE  TO  CART  AT 
CORNICEBRAKE  WITH  4  STEPS 

80.00 

40000. 

8 

A1  B0  G1  A6  B0  P3  A0 

MOVE  CART  WITH  SHEETMETAL  FROM  CORNICEBRAKE  TO 
HAND-ROLLER  AT  WORKBENCH 

1.00 

110. 

A1  B0  G1  A32  B3  PI  A0 

1.00 

380. 

TOTAL 

TMU 

50910. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

77,8^0 

File  Description  ?  FORM  RADIUS  ON  COLLARS  FOR  RECT .  TO  RADIUS  CORNERS 
File  Description.  ? 


Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  RCT2RC.M35 

FORM  RADIUS  ON  COLLARS  FOR  RECTANGULAR  TO  RADIUS  CORNERS  WITH 
HAND  OPERATED  ROLLER  AT  SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  16  GAUGE  GALV.  SHEETMETA1 

*  30 ' X15 '  TO  25 ' X20 '  RADIUS  CORNERS  40 'L 

*  WITH  5'  RADIUS  CORNERS 
FITTER  BEGINS  AT  WORKBENCH 

1  POSITION  SHEETMETAL  FROM  CART  AT  WORKBENCH  TO 
HAND-ROLLER  AT  WORKBENCH  WITH  4  STEPS 


A1  BO 

G1  A6  BO 

P  6 

AO 

1.00 

140 

2 

FASTEN 

BOLT  [ROLLS] 

TO  SHEETMETAL  AT  WORKBENCH 

3  SPINS 

USING 

FINGERS  F  4 

A1  BO  G1 

A1  BO  PI 

F  6  AO  BO 

PO 

AO 

4.00 

400 

3 

CRANK 

HAND-ROLLER  AT 

WORKBENCH  3 

REVS  USING 

HAND 

F  8 

A1  BO 

G1  M6  XO 

10 

AO 

8.00 

640 

4 

PLACE 

SHEETMETAL  FROM  HAND-ROLLER  AT  WORKBENCH 

TO 

SHEETMETAL  AT  WORKBENCH  F  8 

A1  BO 

G1  A67  B3 

P3 

AO 

8.00 

6000 

5 

REPLACE  SHEETMETAL2 

FROM  WORKBENCH  TO  CART 

AT  WORKBENCH 

A67  B3 

G1  A6  BO 

P3 

AO 

1.00 

800 

6 

MOVE  CART  WITH  SHEETMETAL2  FROM 

WORKBENCH  TO  PANBRAKE 

A1  BO 

G1  A32  BO 

PI 

AO 

1.00 

350 

TOTAL  TMU  8330 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help> 


File  Description  ?  BEND  LAP  ENDS  FOR  RECTANGULAR  TO  RADIUS  CORNERS 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  RCT2RC.M36 

BEND  LAP  ENDS  FOR  RECTANGULAR  TO  RADIUS  CORNERS  WITH  PAN  BRAKE  AT 
SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  16  GAUGE  GALV.  SHEETMETAL 

*  30 ' X15 '  TO  25*X20 '  RADIUS  CORNERS  40 'L 

*  WITH  5'  RADIUS  CORNERS 

*  KINK  UP  LAP  ENDS  ON  PAN  BRAKE 
FITTER  BEGINS  AT  PANBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  PANBRAKE  TO  PANBRAKE 
WITH  4  STEPS  F  2 


A1  BO 

G1 

A6 

BO 

P  6  AO 

2.00 

250 

2 

FASTEN 

NUT  [JAWS]  ON  SHEETMETAL 

AT 

PANBRAKE 

5 

WRIST- 

STROKES  USING  WRENCH  AT  PANBRAKE 

AND 

ASIDE 

A1  BO  G1  A1  BO  P3 

F16 

A1 

BO 

PI  AO 

1.00 

240 

3 

OPERATE 

PANBRAKE-LEVER  PROCESS  F 

6 

A1  BO 

G1 

M6 

X96 

10  AO 

6.00 

6240 

4 

REPLACE 

SHEETMETAL  FROM  PANBRAKE  TO 

CART  AT 

PANBRAKE 

WITH  4 

STEPS 

A1  BO 

G1 

A6 

BO 

P3  AO 

1.00 

110 

5 

MOVE  CART  WITH  SHEETMETAL  FROM 

PANBRAKE 

TO 

WORKTABLE 

A1  BO 

G1 

A54 

B3 

PI  AO 

1.00 

600 

TOTAL  TMU  7470 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


0 


File  Description  ?  ASSEMBLE  RECTANGULAR  TO  RADIUS  CORNERS 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  RCT2RC.M37 

ASSEMBLE  RECTANGULAR  TO  RADIUS  CORNERS  WITH  RIVET  GUN  AT 
SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  16  GAUGE  GLAV.  SHEETMETAL 

*  30 ' X15 '  TO  25 ' X20 '  RADIUS  CORNERS  40 'L 

*  WITH  5'  RADIUS  CORNERS 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE 

A1  B0  G1  A1  B0  P  6  A0  1.00  90. 

3  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )A1  B0  PI  AO  (2)  1.00  140. 

4  FASTEN  5-32DRILLBIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-STROKES  USING  CHUCKKEY  AND  ASIDE 

A1  BO  G1  A1  B0  P3  F10  A1  BO  PI  AO  1.00  180. 

5  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00  180. 

6  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  2 

A1  BO  G1  M6  X6  10  AO  2.00  280  . 

7  POSITION  RIVET  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00  180. 

8  POSITION  RIVETGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00  180. 

9  OPERATE  RIVETGUN  AT  WORKTABLE  PROCESS  F  2 

A1  BO  G1  M6  X3  10  AO  2.00  220. 


TOTAL  TMU  1670. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


99^/0 


File  Description  ?  TACK  RADIUS  CORNERS  ON  RECT .  TO  RADIUS  CORNERS 
utput  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  •  Wll  RCT2RC.M38 

TACK  RADIUS  CORNERS  ON  RECTANGULAR  TO 
TACK  WELDER  AT  SHEETMETAL  SHOP 
PER  RECTANGULAR  TO  RADIUS  CORNERS 
NASSCO  SHEETMETAL  SHAPE  9 

*  16  GAUGE  GALV.  SHEETMETAL 

*  30 ' X15 '  TO  25*X20 '  RADIUS  CORNERS 

*  40 'L  WITH  5'  RADIUS  CORNERS 

*  COMPLETE  WELDING  IN  MWELD  PROGRAM 

*  WELDING  DONE  IN  WELD  BOOTH  AREA 

*  SEE  RCT2RC.M39 

FITTER  BEGINS  AT  WORKTABLE 


1 

MOVE  CCLAMPS  ,  SHEETMETAL  FROM 

WORKTABLE  TO 

WELDOUT 

A1  BO 

G1  A54  B3 

PI 

AO 

1.00 

600 

2 

POSITION  SHEETMETAL  FROM  WELDOUT  TO  SHEETMETAL 

AT 

WELDOUT  F  4 

A1  BO 

G1  A1  BO 

P  6 

AO 

4.00 

360 

3 

GRIP  SHEETMETAL  AT  WELDOUT  USING  CCLAMPS  AT 

WELDOUT 

AND  ASIDE  PF  12  (4  5  6  7) 

A1  BO  G1  ( A1  BO  P3 

Cl  )A1  BO 

PI 

AO  (12) 

1.00 

640 

4 

POSITION  TACKWELDER  TO  SHEETMETAL  AT  WELDOUT 

F 

24 

A1  BO 

G1  A1  BO 

P  6 

AO 

24.00 

2160 

5 

OPERATE  TACKWELDER  PROCESS  F  24 

A1  BO 

G1  M6  X3 

10 

AO 

24.00 

2640 

6 

HOVE  SHEETMETAL2 ,  CCLAMPS  FROM 

WELDOUT  TO  WORKTABLE 

A1  BO 

G1  A54  B3 

PI 

AO 

1.00 

600 

TOTAL  ' 

TMU 

7000 

RADIUS  CORNERS  WITH 

OFG :  4  17 -MAY- 8  3 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


/o  2  3/  o 


File  Description  ?  WELD  RECTANGULAR  TO  RADIUS  CORNERS 
Output  to  line-minter  <Y  or  N>  ?  N 
(  39,  3) 

WELD  '  •  W01  RCT2RC.M39 

WELD  RECTANGULAR  TO  RADIUS  CORNERS  WITH  TIG-WELDER  AT  SHEETMETAL 
SHOP  WELDING  BOOTH 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  14-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  9 

*  16  GAUGE  GALV.  SHEETMETAL 

*  30X15  TO  25X02  RADIUS  CORNERS  40'  LG 

*  — WITH  5'  RADIUS  CORNERS 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 

*  GAS  TUNGSTEN  ARC  WELDING 

*  WORK  PERFORMED  BY  WELDOR 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  FITTER  MOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  B0  G1  A131B3  PI  A0  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS 

A1  B0  G1  A6  BO  P3  AO  1.00  110. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32  1.00  370. 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  ON  AT  WELDMACHINES 

0  D  A1  BO  G1  Ml  XO  10  A1  1.00  40. 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 

WRIST-TURN  USING  HAND 

A1  BO  G1  A1  BO  PI  F3  AO  BO  PO  AO  1.00  70. 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  10  A1  1.00  60. 

8  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  4 

A3  B3  G1  A1  B0  P6  AO  4.00  560. 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  4 

A1  BO  G1  Ml  X10  10  AO  4.00  520. 

10  WELDOR  POSITION  WELDROD  I  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  (F  4) 

A1  BO  G1  A1  BO  P  6  AO  4.00  360. 

11  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  4 

A1  BO  G1  Ml  XO  10  A1  4.00  160. 

12  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  (F  4) 

A1  BO  G1  A1  B6  P 6  AO  4.00  600  . 

13  OPERATE  WELD  STINGER-BUTTON1  PROCESS  F  4 

A1  BO  G1  M6  X81  10  AO  4.00  3960. 

14  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  4 

A1  BO  G1  Ml  XO  10  A1  4.00  160. 

15  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  1  ARM-STROKE 


Zcre&c.  /way 

USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF  40  (4567 


A1  BO  G1  ( A1  BO 

PI 

Cl 

)  A1  BO 

PI 

AO  (401 

1.00 

1240 

REPLACE  SHEETMETAL  ASSEMBLY 

FROM 

WELDTASBt  TO  CART  AT 

WELDTABLE  WITH  4  STEPS 

A1 

BO 

G1 

A6  BO 

P3 

AO 

1.00 

110 

FITTER  MOVE  CART  FROM  WELDTABLE 

TO 

WORKTABLE 

A1 

BO 

G1 

A131B0 

PI 

AO 

1.00 

1340 

TOTAL  TMU 

10740 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  RIVET  RECTANGULAR  TO  RADIUS  CORNERS 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  RCT2RC.M40 

RIVET  RECTANGULAR  TO  RADIUS  CORNERS  WITH  RIVET  GUN  AT  SHEETMETAL 

SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  16  GAUGE  GALV.  SHEETMETAL 

*  30 ' X15 '  TO  25 ' X20 '  RADIUS  CORNERS 

*  40 'L  WITH  5'  RAADIUS  CORNERS 

*  SEAL  RIVET  HEADS  AND  SEAMS  WITH  SEALANT 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL 
AT  WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00 


2  MARK  RIVET  HOLES  FORM  RIVET-HOLE-GUIDE  AT  WORKTABLE  1 
DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4 

5  6  7) 


A1  BO  G1  ( A1  BO  PI 

R3 

)A1  BO 

PI 

A0  (52) 

1.00 

3 

POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL 

AT 

WORKTABLE  WITH  2  STEPS  F  52 

A1  BO 

G1 

A3 

BO 

P  6 

AO 

52.00 

4 

OPERATE  DRILLMOTOR  AT  WORKTABLE 

PROCESS 

F  52 

A1  BO 

G1 

M6 

X6 

10 

AO 

52.00 

5 

POSITION  RIVET  FROM  WORKTABLE  TO 

SHEETMETAL 

AT 

WORKTABLE  F  52 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

52.00 

6 

POSITION  RIVETGUN  FROM  WORKTABLE 

TO 

SHEETMETAL  AT 

WORKTABLE  F  52 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

52.00 

7 

OPERATE  RIVETGUN  PROCESS  F  52 

A1  BO 

G1 

M6 

X3 

10 

AO 

52.00 

8 

POSITION  CAULKINGGUN  FROM  WORKTABLE 

TO  SHEETMETAL  AT 

WORKTABLE  F  52 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

52.00 

9 

GRIP  SEALANT  TO  SHEETHETAL  AT  WORKTABLE 

USING 

CAULKINGGUN  AND  ASIDE  F  52 

A1  BO  G1  A1  BO  P3 

Cl 

A1 

BO 

PI 

AO 

52.00 

10 

INSPECT  SHEETMETAL  AT  WORKTABLE 

9  POINTS 

AO  BO  GO  AO  B0  PO 

T10 

AO 

BO 

PO 

AO 

1.00 

TOTAL  TMU 


280. 

2640. 

5720. 

7280. 

4680. 

4680. 

5720. 

4680. 

4680. 

100. 

40460. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


H  3,  4  Jo 


MOST'*  COMPUTER  SYSTEMS 
Title  and  Method  Specification  Sheet 


Project.' Assignment: 

Ou/  fc>/?  set-c/t/V^^T  /cy&0/oS 


•  ACTIVITY:  /W/g/f 

•  OBJECT:  <5‘sV£'tT~/st?£ 
□in  Qon  Ofoh  • 

PRODUCT/EOUIPMENT: _ 

£ 


TITLE  (  •  REQUIRED) 


SPECIAL  CONDITIONS  /  T  XEYPOINTS 


SM/Xat  ^3 


X  /Aa  a  A.  a*/  77sms/<r 


DATA  UNIT 
TO  3E  FILED 


TEMPORARY 
FILE  NAME/NO. 


WORK  AREA  LAYOUT 
MOST  ANALYSIS 
COMBINED  SUB-OP. 

W*:T  fl  T1TLE  SHEHT 


•  OPERATOR:  •  BEGINS:  OATE  FILED 

(l»  blank,  use  oalault  beginning  Ooerator.  ana  Location.) 


LOC.  NO. 


KEYWORD  /  METHOD  DESCRIPTION 


XX  0 /A  k/t/z  fc ”/#&/.  f  7*b  5/fe£/^/£-y6'/.  A/ 


DATA  COORDINATC 


<S1M0>  (PF)  r 


.5"  P/G-z/s  U5/</6-  AusL.  a/  Ll/ojZXXaSIC'  /  A  S/P  £~ 


V  I  s  s//o  jU  c  PomcA-  /j£o/a  ujqjZjC/a-S  LXT  7*2>  7 


Lua/'/Z/A'Sl.g'  _ 


5 


MAA/C  /  ZP/r/y/z/'/c  a//**  /  O  A/  S/VAT£:/x/Ay^A  a/  AS4  4?/cA/?£C 


/  X>/<//  A  A  A-  cX'Ada-a/  a/z/^XAS/^XU  X  A /S' A  AS/P&r  /?/. 


[fiEKBS] 


MOST®  COMPUTER  SYSTEMS 
Title  and  Method  Descri  pt/on  Sheet 


oaw  S-j-3j 


Si*n* 


Pags  / 


•  ACTIVITY: _ 

*  OBJECT:  _ 

Qin  Qon  Ofor 

PROQUGT/EGUIPMENT: 


•  Qto  Qat 

SIZE/CAPACITY: _ 

••  WORK  AREA  ORIGIN: _ 

WORK  AREA  NUMSER: _ 

•  UNIT:/?,*  P£e/.  /,£.C. 


•  OPERATOR: 


2»iSo  -*  M */u-t  OFG. 


•  BEGINS: 


DATA  UNIT 
TO  SE  FILED 


WORK  AREA  LAYOUT 
MOST  ANALYSIS 
COMBINED  SUB-OP. 
TITLE  SHEET 


TEMPORARY 
RLE  NAME/NO. 


*  // 

y€c/,  £  £.  C.  ^20 


OELETc 
YES  NO 


LOC.  NO. 


NO.  |  KEYWORD/  METHOD  DESCRIPTION 


DATA  COORDINATOR 


<SlMO>  (PF)  F 


/  J  i  A  s;//o  4/_  ste/ves/  Ut&z/uitr  d-/ 


a/  it/sA&tfAZr  5  J>/&M  vfAffr. 


Ver<t/pf£&/  ef/f'PT  sAeU/£&S£2/Z£~  A/  t*/*jex&A2£~  5 


U//L  a/  t*ne.x/AAU 6-  AA'A  A$/Z>A  //AT'  S"  ■ _ 


?A/?f  Cu/  ^/y£T  Qj/  5//£-£ a/’  T  £/&/£ 


(£>o  /f/u 


File  Description  ?  MARK  OUT  RECTANGULAR  TO  RADIUS  CORNERS 
utput  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  RCTZRC.M50 

MARK  OUT  RECTANGULAR  TO  RADIUS  CORNERS  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  1#  GAUGE  GALV.  SHEETMETAL 

*  20 ' xl2  '  TO  1 6 ' X8 '  RADIUS  CORNER  30'L 
'4  WITH  2'  RADIUS  CORNERS 

*  MARK  OUT  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO  2.00 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  AT 

WORKTABLE  WITH  3  STEPS  F  6 

A1  BO  G1  A6  BO  P6  AO  6.00 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  16  (456 

7  ) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (16)  1.00 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  30 

A1  BO  G1  A1  BO  P  6  AO  30.00 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  30  (4567) 

A1  B0  G1  ( A1  BO  PO  F3  )  A1  BO  PI  A0  (30)  1.00 

6  REMOVE  WEIGHTS  FROM  TEMPLATES  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  6 

A1  BO  G1  A6  BO  PI  AO  6.00 

7  REMOVE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  PI  AO  2.00 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  A0  (16)  1.00 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 
WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE 

A1  B0  G1  A1  BO  PI  R3  A1  BO  PI  AO  1.00 

10  MARK  IDENTIFICATION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  52  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  A0  (52)  1.00 

11  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  (A1  BO  PI  M32  )  A1  BO  PI  AO  (5)  1.00 

12  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (5)  1.00 

13  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS 


220. 

840. 

2920. 

2700  . 

1240. 

540. 

180. 

2920. 

90. 

2640. 

1740. 

290. 


110. 


A1  BO  G1  A3  BO  P6  AO  1.00 

14  MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (5)  1.00 

15  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REOPEN  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (5)  1.00 

16  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  32  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (32)  1.00 

17  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 


290. 


940. 


1640. 


A1  BO 

G1 

(A1 

BO  PI 

R3 

)A1 

BO 

PI  AO  (52) 

1.00 

1640. 

PLACE 

SHEETMETAL  2 

FROM 

WORKTABLE  TO 

CART 

'  AT 

WORKTABLE 

WITH 

4  STEPS  F 

2 

A1  B0 

G1 

A6 

BO 

P3  AO 

2.00 

220  . 

MOUE 

CART  WITH 

SHEETMETAL  FROM 

WORKTABLE 

TO 

14FT .  SHEAR 

A1  B0 

G1 

A81 

BO 

PI  AO 

1.00 

840. 

TOTAL  TMU  23000. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description?  SHEAR  SHEETMETAL  FOR  RECTANGULAR  TO  RADIUS  CORNERS 


File  Description  ? 

Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  RCT2RC.M51 

SHEAR  SHEETMETAL  FOR  RECTANGULAR  TO  RADIUS  CORNERS  WITH 
14FT .  SHEAR  AT  SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  11  GAUGE  GALV.  SHEETMETAL 

*  20 ' X12 '  TO  16 'X3'  RADIUS  CORNERS  30 'L 

*  WITH  2 '  RADIUS  CORNERS 
FITTER  BEGINS  AT  14FT. SHEAR 


1 

POSITION  SHEETMETAL2  FROM  CART  AT  14FT. 

SHEAR 

TO 

14FT .  SHEAR  WITH  4  STEPS  F  2 

A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  14FT .  SHEAR-FOOTPEDAL  PROCESS  F 

2 

A1  BO  G1 

Ml 

X3 

10 

AO 

2.00 

120 

3 

POSITION  SHEETMETAL2  FROM  14FT.  SHEAR  TO 

14FT 

.  SHEAR  F  15 

A1  BO  G1 

A1 

BO 

P  6 

AO 

15.00 

1350 

4 

PUSH  14FT .  SHEAR-FOOTPEDAL  PROCESS  F 

15 

A1  BO  G1 

Ml 

X3 

10 

AO 

15.00 

900 

5 

REPLACE  SHEETMETAL  FROM  14FT.  SHEAR 

TO  ( 

CART 

AT 

14FT .  SHEAR  WITH  4  STEPS 

A1  BO  G1 

A6 

BO 

P3 

A  0 

1.00 

110 

6 

MOUE  CART  WITH  SHEETMETAL2  FROM  14FT 

.  SHEAR  TO  WORKTABLE 

A1  BO  G1 

A81 

B3 

PI 

AO 

1.00 

870 

TOTAL  TMU  3630 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  CUT  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS 
Output  to  line-Printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  RCT2RC.M52 

CUT  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS  WITH  SABER-SAW  AT 
SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  11  GAUGE  GALV.  SHEETMETAL 

*  20 ' X12 '  TO  16 'X8'  RADIUS  CORNERS 

*  30 '1  WITH  2'  RADIUS  CORNERS 
FITTER  BEGINS  AT  WORKTABLE 


1 

PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

1.00 

110 

2 

MOVE  SABER-SAW2  ,  SAW-BLADES2  FROM  TOOLROOM  TO 

WORKTABLE 

A96  BO  G1  A96  B3  PI  AO 

1.00 

1970 

3 

FASTEN  NUT  [SAW  BLADES]  AT  WORKTABLE  4  WRIST-TURNS 

USING  ALLEN-WRENCH  AT  WORKTABLE  AND  ASIDE  PF  4  (456 

7  ) 

A1  BO  G1  ( A1  BO  P3  F10  )  A1  BO  PI  AO  (4) 

1.00 

600 

4 

OPERATE  SABER-SAW  AT  WORKTABLE  PROCESS  F  3 

A1  BO  G1  M6  X67  10  AO 

3.00 

2250 

5 

FASTEN  [FLATTEN]  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT-WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  P0  F 6  )  A1  BO  PI  AO  (16) 

1.00 

1160 

6 

REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 
WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

1.00 

110 

7 

MOUE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO 
14FTHYDROPRESSBRAKE 

A1  BO  G1  A96  BO  PI  AO 

1.00 

990 

Type 

TOTAL  TMU 

D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

7190 

/ 68  2.0 


File  Description  ?  BEND  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  RCT2RC.M53 

BEND  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS  WITH 
14FT .  HYDRO-PRESS-BRAKE  AT  SHEETMETAL  SHOP 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OFG:  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  9 

*  11  GAUGE  GALV.  SHEETMETAL 

*  20 ' X12 '  TO  16 'X8'  RADIUS  CORNERS 

*  30  'L  WITH  2'  RADIUS  CORNERS 

*  KINK  DOWN  LAP  ENDS 

FITTER  BEGINS  AT  1 4FTHYDROPRESSBRAKE 

1  POSITION  SHEETMETAL  FROM  CART  AT  1 4FTHYDROPRESSBRAKE 

TO  14FTHYDROPRESSBRAKE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO  2.00  220. 

2  PUSH  14FTHYDROPESSBRAKE-FOOTPEDAL  PROCESS  F  2 

A1  BO  G1  Ml  X24  10  A0  2.00  540. 

3  POSITION  SHEETMETAL  FROM  1 4FTHYDROFRESSBRAKE  TO 

14FTHYDROPRESSBRAKE  F  40 

A1  B0  G1  A1  B0  P  6  A0  40.00  3600. 

4  PUSH  14FTHYDROPESSBRAKE-FOOTPEDAL  PROCESS  F  40 

A1  BO  G1  Ml  X24  10  A0  40.00  10800. 

5  REPLACE  SHEETMETAL  FROM  1 4FTHYDROPRESSBRAKE  TO  CART  AT 

14FTHYDROPRESSBRAKE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110  . 

6  MOUE  CART  WITH  SHEETMETAL  FROM  1 4FTHYDROPRESSBRAKE  TO 

ROLLER 

A1  BO  G1  A54  BO  PI  AO  1.00  570. 


TOTAL  TMU  15840. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


5.  & 


T 


Please  input  file  <RCT2RC.M54>  ? 


File  Description  ?  FORM  RADIUS  FOR  COLLAR  FOR  RECT .  TO  RADIUS  CORNERS 
File  Description  ? 

Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  RCT2RC.M54 

FORM  RADIUS  FOR  COLLAR  ON  RECTANGULAR  TO 
ROLLER  (ROLL  FORMER)  AT  SHEETMETAL  SHOP 
PER  RECTANGULAR  TO  RADIUS  CORNERS 
NASSCO  SHEETMETAL  SHAPE  9 

*  11  GAUGE  GALV.  SHEETMETAL 

*  20 ' X12 '  TO  16 'X8'  RADIUS  CORNERS  30 'L 

*  WITH  2 '  RADIUS  CORNERS 

*  COMPLETE  IN  WELD  BOOTH  AREA 

*  SEE  RCT2RC.M55 

*  COMPLETE  WITH  MWELD 
FITTER  BEGINS  AT  ROLLER 


1 

PLACE  SHEETMETAL  FROM  CART  AT  ROLLER  TO 

ROLLER 

WITH  4 

STEPS 

A1 

BO 

G1  A6 

BO 

P3 

AO 

1.00 

110 

2 

FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL  AT  ROLLER 

3 

WRIST-TURNS  USING  HAND  F  2 

A1  BO  G1  A1  BO 

PI 

F6  AO 

BO 

P0 

AO 

2.00 

200 

3 

PUSH  ROLLER-BUTTON  PROCESS  F 

8 

A1 

BO 

G1  Ml 

X96 

10 

AO 

8.00 

7920 

4 

PLACE  SHEETMETAL  FROM  ROLLER  TO  SHEETMETAL 

AT 

ROLLER 

WITH  2  STEPS  F  8 

A1 

BO 

G1  A3 

BO 

P3 

AO 

8.00 

640 

5 

REPLACE  SHEETMETAL  FROM  ROLLER 

TO  CART 

AT  ROLLER  WITH 

4  STEPS  F  4 

A1 

BO 

G1  A6 

BO 

P3 

AO 

4.00 

440 

6 

MOUE  CART  WITH  SHEETMETAL  FROM 

ROLLER  TO  WORKTABLE 

A1 

BO 

G1  A54 

B3 

PI 

AO 

1.00 

600 

TOTAL  TMU  9910 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


RADIUS  CORNERS  WITH 
OFG :  4  18 -MAY- 8 3 


AZ 


File  Description  ?  WELD  RECTANGULAR  TO  RADIUS  CORNERS 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,101) 

WELD  .W01  RCT2RC.M55 

WELD  RECTANGULAR  TO  RADIUS  CORNERS  WITH  ARC  (STICK)  WELDER  AT 
SHEETMETAL  SHOP  WELDING  BOOTH 

PER  RECTANGULAR  TO  RADIUS  CORNERS  OF-G:  4  20-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  9 

*  11  GAUGE  GALV.  SHEETMETAL 

*  20 ' X12 '  TO  16 'X8'  RADIUS  CORNERS  30'  L 

*  - WITH  2 '  RADIUS  CORNERS 

FITTER  BEGINS  AT  WORKTABLE 

FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 
AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  FITTER  MOUE  CART  FROM  WORKTAB J%ATO  WELDTABLE 

A1  B0  G1  A131B3  PI  A0  1.00  1370. 

3  PLACE  SHEETMETAL  FROM  CART  AT  WELDTABLE  TO  WELDTABLE 

WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00  220  . 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32  1.00  370. 

5  WELDOR  TURN  CURRENT  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  10  A1  1.00  60. 

6  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  6 

A3  B3  G1  A1  BO  P6  AO  6.00  840. 

7  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  6 

A1  BO  G1  Ml  X10  10  AO  6.00  780. 

8  WELDOR  FASTEN  WELDROD  TO  STINGER  AT  WELDTABLE  1 

WRIST-TURN  USING  HAND  F  18 

A1  BO  G1  A1  BO  PI  F3  AO  BO  PO  AO  18.00  1260. 

9  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  18 

A1  BO  G1  Ml  XO  10  A1  18.00  720. 

10  WELDOR  POSITION  STINGER-BUTTON1  FROM  WELDTABLE  TO 
SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  18 

A1  BO  G1  A1  BO  P  6  AO  13.00  1620. 

1  1  OPERATE  WELD  STINGER-BUTTON2  AT  WELDTABLE  PTIME  65  S  F 
14 

A1  BO  G1  M6  X173I0  AO  14.00  25340. 

12  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  18 

A1  BO  G1  Ml  XO  10  A1  18.00  720  . 

13  WELDOR  LOOSEN  SLAG  FROM  SHEETMETAL  ASSEMBLY  AT 

WELDTABLE  6  STRIKES  USING  SLAGHAMMER  AT  WELDTABLE  AND 
ASIDE  PF  7  (4567) 

A1  BO  G1  ( A1  BO  PO  LI 6  )  A1  BO  PI  AO  (7)  1.00  1230. 

14  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 

ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
28  (4567) 

A1  BO  G1  (A1  BO  PI  CIO  )  A1  BO  PI  A0  (28)  1.00  3400  . 

15  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4  STEPS  F  2 


A1  BO 

G1 

A6  BO 

P  3 

AO 

2.00 

220 

16  FITTER  MOUE  CART  FROM  WELDTABLE 

TO 

WORKTABLE 

A1  BO 

G1 

A131B0 

PI 

AO 

1.00 

1340 

TOTAL 

TMU 

39710 

File  Description  ?  WELD  RECTANGULAR  TO  RADIUS  CORNERS 
Output  to  line-printer  <Y  or  N>  ? 


/0X'£  '/o  6  "x  /a  "U- 


rAft  _ £  3  <3.3  o  _ £L tfjjL 

MAJ?(c  Du/- _ 3c  Sed  _ /$  m/aJ. 

(a/ FLO _  J7?7<?  ,  fO  MAAJ. 

To+AL _  J/G}060  M/tj, 


File  Description  ?  MARK  OUT  FLAT  OVAL  TO  RADIUS  CORNERS 


utput  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  F02RC  .  M01 

MARK  OUT  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS  WITH  AWL  AT 
SHEETMETAL  SHOP 

PER  FLATOVAL  TO  RADIUS  CORNERS  OFG :  4  05-MAY-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  22  GAUGE  GALV.  SHEETMETAL 

*  10'X6'  R.C.  TO  8'X6'  F.O.  10'L 

*  MARK  OUT  FLAT  OVAL  WITH  TEMPLATE 

*  MARK  OUT  R.C.  &  COLLAR  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00  280. 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  4  STEPS  F  4 

A1  BO  G1  A6  BO  P6  AO  4.00  5  6  0. 

3  MARK  SHEETMETAL  FROM  TEMPLATE  AT  WORKTABLE  5  DIGITS 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  10  (4567) 

A1  B0  G1  ( A1  B0  PI  R16  )  A1  B0  PI  A0  (10)  1.00  1840. 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

F  64 

A1  B0  G1  A1  B0  P  6  A0  64.00  5760. 

5  FASTEN  CPUNCH  TO  TEMPLATE  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  64  (4567) 

A1  B0  G1  ( A1  B0  P0  F3  )  A1  B0  PI  A0  (64)  1.00  2600. 

6  REFLACE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  4 

A1  BO  G1  A6  BO  P3  AO  4.00  440. 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00  220. 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  10  (4567) 

A1  B0  G1  (A1  B0  PI  R16  >A1  B0  PI  A0  (10)  1.00  1840. 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  86  (4567) 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (86)  1.00  4340, 

10  MARK  IDENTIFICATION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  52  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  Pi  A0  (53)  1.00  2640. 

11  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  BO  G1  (A1  BO  PI  M32  )  A1  BO  PI  AO  (3)  1.00  1060. 

12  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABKE  1  DIGIT 

USING-AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  B0  G1  (  A1  BO  PI  R3  )  A1  BO  Pi  AO  (6)  1.00  340. 

13  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  5 

A1  BO  G1  A6  BO  P 6  AO  5.00  7  0  0  . J 


MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  5  DIGITS 
II  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  5  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (5)  1.00 

MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

15  WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  86  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (86)  1.00 

16  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTARLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  28  (4567 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (28)  1.00 

17  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

18  MOVE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO  1.00 


TOTAL  TMU 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


940 

4340 

1440 

220 

700 

30260 


/g 


File  Description  ?  SHEAR  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS 


utput  to  line-Printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  F02RC.M02 

SHEAR  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS  WITH 
SMALL  8FT .  SHEAR  AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  OCRNERS  OFG :  4  05-MAY-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  22  GAUGE  GALV.  SHEETMETAL 

*  10 ' X6 ' R. C .  TO  8 ' X6 ' F . 0 .  10'  L 

*  SHEAR  1  1/2'  STRIPS  FOR  CORNERS 
FITTER  BEGINS  AT  SMALLSHEAR 


1 

POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS  F  2 

A1  BO  G1  Ml  X6  10  AO 

2.00 

180 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR  TO  SMALLSHEAR  WITH 
h>s\  STEPS  F  14 

■ — '  A1  BO  G1  A3  BO  P6  AO 

14.00 

1540 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS  F  14 

A1  DO  G1  Ml  X6  10  A0 

14.00 

1260 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR  TO  CART  AT 
SMALLSHEAR  WITH  10  STEPS  F  2 

A1  B0  G1  A16  B0  P3  A0 

2.00 

420 

6 

MOUE  CART  WITH  SHEETMETAL  FROM  SWALLSHEAR  TO  WORKTABLE 

A1  B0  G1  A67  B3  PI  A0 

1.00 

730 

TOTAL 

TMU 

4410 

Type 

D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

O  "7^=  /o  ~  ® 


Invalid  File  Name. 


Please  input  file  <R02RC> .  M03  >  ? 


File  Description  ?  SHEAR  RADIUS  FLAT  OVAL  TO  RADIUS  CORNERS 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  R02RC  . M03 

SHEAR  SHEETMETAL  FOR  RADIUS  FLAT  OVAL  TO  RADIUS  CORNERS  WITH 
UNI-SHEAR  AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  01-JUL-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  22  GAUGE  GALV.  SHEETMETAL 

*  10 ' X6 '  TO  8 ' X6 '  R.C./F.O.  10'L 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  F  2 


A1  BO 

G1 

A6  BO  P3 

AO 

2.00 

2  MOVE 

UNI 

-SHEAR2 

FROM 

TOOLROOM  TO 

WORKTABLE 

A96  BO 

G1 

A96  B3  PI 

AO 

1.00 

3  OPERATE 

UNISHEAR  PROCESS 

F  10 

A1  BO 

G1 

M6  X173I0 

AO 

10.00 

4  CUT 

CORNERS 

ON 

SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPES 

AT 

WORKTABLE 

AND 

ASIDE  PF 

8 

(4  5  6  7) 

A1 

BO 

G1 

( A1 

BO  P3 

C3 

)  AO  BO  PI 

AO 

(8)  1.00 

5  FASTEN  (  FLATTEN  )  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  3 


STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  20  (  4 
5  6  7) 


A1  BO 

G1 

(A1 

BO 

PO  F  6 

)A1 

BO 

PI 

AO  (20) 

1.00 

6 

REPLACE 

SHEETMETAL 

FROM 

WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4 

STEPS 

A1 

BO  G1 

A6 

BO 

P3 

AO 

1.00 

7 

MOVE  CART  FROM 

WORKTABLE 

TO 

LAPOUT 

A1 

BO  G1 

A54 

BO 

PI 

AO 

1.00 

TOTAL  TMU 


220 

1970 

18100 

600 

1440 

110 

570 

23010 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


58'S  ° 


File  Description  ?  FORM  LAP  ENDS  FOR  FLAT  OVAL  TO  RADIUS  CORNERS 


Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  F02RC.M04 

FORM  LAP  ENDS  FOR  FLAT  OVAL  TO  RADIUS  CORNERS  WITH  LAPOUT  MACHINE 
AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  01-JUL-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  22  GAUGE  GALV.  SHEETMETAL 

*  10 ' X6 '  TO  8'X6'R.C./F.O.  10'L 
FITTER  BEGINS  AT  LAPOUT 


1  POSITION  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH 
4  STEPS  F  2 


A1  BO 

G1 

A6 

BO  P  6 

A0 

2.00 

280 

2 

OPERATE  LAPOUT-SWITCH  PROCESS  F 

2 

A1  BO 

G1 

M6 

XI 6  10 

A0 

2.00 

480 

3 

PUSH  AND  GUIDE  SHEETMETAL2  THROUGH  LAPOUT  WITH  3 

STEPS 

F  2 

A6  BO 

G1 

Ml 

X0  13 

A0 

2.00 

220 

4 

REPLACE  SHEETMETAL  FROM  LAPOUT 

TO  CART  . 

AT  LAPOUT 

’  WITH 

4  STEPS  F  2 

A1  BO 

G1 

A6 

B0  P3 

A0 

2.00 

220 

5 

HOVE  CART  FROM  LAPOUT  TO  HAND-ROLLER 

AT 

WORKBENCH 

A1  BO 

G1 

A24 

B3  PI 

A1 

1.00 

300 

TOTAL  TMU  1500, 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

£?  Q<£  3  £> 


File  Description  ?  ROLL  UP  FLAT  OVAL  AND  RADIUS  CORNERS 
utput  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  F02RC  . M05 

FORM  SHEETMETAL  FOR  FLAT  OVAL  AND  RADIUS  CORNERS  WITH  HAND  ROLLER 
AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG:  4  OS-MAY-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  22  GAUGE  GALV.  SHEETMETAL 

*  10'X6'  TO  8 ' X6 '  RADIUS  CORNER  TO 

*  FLAT  OVAL  10'  L 
FITTER  BEGINS  AT  WORKBENCH 

1  POSITION  SHEETMETAL  FROM  CART  AT  WORKBENCH  TO 

WORKBENCH  WITH  4  STEPS  F  6 

A1  BO  G1  A6  BO  P6  AO  6.00  840. 

2  FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL  AT  HAND-ROLLER  AT 

WORKBENCH  3  SPINS  USING  FINGERS  AT  WORKBENCH  F  10 

A1  BO  G1  A1  BO  PI  F  6  AO  BO  PO  AO  10.00  1000. 

3  CRANK  HAND-ROLLER  AT  WORKBENCH  3  REVS  F  12 

A1  BO  G1  M6  XO  10  AO  12.00  960. 

4  REPLACE  SHEETMETAL  FROM  HAND-ROLLER  AT  WORKBENCH  TO 

CART  AT  WORKBENCH  WITH  4  STEPS  F  6 

A1  BO  G1  A6  BO  P3  AO  6.00  660. 

5  MOVE  CART  WITH  SHEETMETAL  FROM  WORKBENCH  TO  LEAFBRAKE 

A1  BO  G1  A10  BO  PI  AO  1.00  130. 


TOTAL  TMU  3590, 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


(  39,  1) 

FIT  .Wll  F02RC.M06 

BEND  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS  WITH  LEAFBRAKE  AT 
SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  06-MAY-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  22  GAUGE  GALV.  SHEETMETAL 

*  10 ' X6 '  TO  8 ' X6 '  RADIUS  CORNERS  TO 

*  FLAT  OVAL  10 'L 

FITTER  BEGINS  AT  WORKTABLE 


1  MOVE  VISEGRIPS  FROM  WORKTABLE  TO  LEAFBRAKE 


A1  BO 

G1 

A81 

BO 

PI 

A0 

1.00 

840 

2 

GRIP  ADJUSTMENT  ROD  ON 

LEAFBRAKE  USING  VISEGRIPS 

AND 

ASIDE 

A1  BO  G1  A1 

BO  P3 

Cl 

A1 

BO 

PI 

A0 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  CART  AT  LEAFBRAKE 

TO 

LEAFBRAKE  WITH  4  STEPS 

F  2 

A1  BO 

G1 

A6 

BO 

P  6 

A0 

2.00 

280 

4 

OPERATE  LEAFBRAKE-LEVER 

PROCESS 

F  2 

A1  BO 

G1 

M6 

XI 6 

10 

A0 

2.00 

480 

5 

POSITION  SHEETMETAL 2  FROM  LEAFBRAKE 

TO  LEAFBRAKE 

F  5437 

A1  BO 

G1 

A1 

BO 

P  6 

A0 

54.00 

4860 

6 

OPERATE  LEAFBRAKE-LEVER 

PROCESS 

F  54 

A1  BO 

G1 

M6 

XI 6 

10 

A0 

54.00 

12960 

7 

REPLACE  SHEETMETAL  FROM  LEAFBRAKE  TO  CART  AT  LEAFBRAKE 

WITH  4  STEPS  F  2 

A1  BO 

G1 

A6 

BO 

P3 

A0 

2.00 

220 

8 

MOVE  CART  WITH  SHEETMETAL  AND  VISEGRIPS 

FROM  LEAFBRAKE 

TO  WORKTABLE. 

A1  BO 

G1 

A81 

B3 

PI 

A0 

1.00 

870 

TOTAL  TMU 

20600 

Type 

D,  EM,  CT,  EX,  T,  W  Cor  H 

for  help> 

? 

97,8/0 

File  Description  ?  ASSEMBLE  FLAT  OVAL  TO  RADIUS  CORNERS 
Output  to  line-printer  <Y  or  N>  ?  N 
(  3  391) 

fit’  ’.Wll  F02RC.M07 

ASSEMBLE  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS  WITH 
RIVET  GUN  AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  0  6-MAY-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  22  GAUGE  GALV.  SHEETMETAL 

*  10 ' X6 '  TO  RADIUS  CORNERS  TO 

*  FLAT  OVAL  10'  L 

*  LEAVE-TOP  LOOSE  UNTIL  — 

I  RADIUS  FOR  FLAT  OVAL  IS  WELDED 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

3  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AT  WORKTABLE  AND  ASIDE  F  2 

A1  BO  G1  A1  B0  P3  Cl  A1  BO  PI  AO  2.00  180. 

4  FASTEN  5-32DRILLBIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO  1.00  140. 

5  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00  180. 

6  OPERATE  DRILLMOTOR  PROCESS  F  2 

A1  BO  G1  M6  X6  10  AO  2.00  280. 

7  POSITION  RIVET  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00  180. 

a  OPERATE  RIVETGUN  PROCESS  F  2 

A1  BO  G1  M6  X3  10  AO  2.00  220. 


TOTAL  TMU  1540. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  TACK  WELD  FLAT  OVAL  TO  RADIUS  CORNERS 
Ouput  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  F02RC.MO8 

WELD  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS  WITH  TACK  WELDER 
AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  01-JUL-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  22  GAUGE  GALV.  SHEETMETAL 

*  10 ' X6 ' TO  8 ' X 6 '  RADIUS  CORNERS  TO 

*  FLAT  OVAL  10 'L 

*  HOLD  R.  CORNERS  TO  ASSEMBLY  WITH  CCLAMPS 

*  MOUE  TO  WELD  AREA  ON  NEXT  ANALYSIS 

*  WELD  R.  CORNERS  &  FLAT  OVAL  TO  ASSEMBLY 
FITTER  BEGINS  AT  WORKTABLE 

1  MOVE  CCLAMPS  ,  SHEETMETAL  FROM  WORKTABLE  TO  WELDOUT 

A1  BO  G1  A54  B3  PI  AO  1.00  600. 

2  POSITION  SHEETMETAL  FROM  TABLE  AT  WELDOUT  TO 

SHEETMETAL  AT  WELDOUT  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

3  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WELDOUT  USING 

CCLAMPS  AT  WELDOUT  AND  ASIDE  PF  20  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  B0  PI  A0  (20)  1.00  1040. 

4  OPERATE  TACKWELDER  PROCESS  F  28 

A1  BO  G1  M6  X3  10  AO  28.00  3080. 

5  MOVE  CCLAMPS  ,  SHEETMETAL  FROM  WELDOUT  TO  WORKTABLE 

A1  BO  G1  A54  B3  PI  AO  1.00  600. 


TOTAL  TMU  54  60. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


£0,  8/6 


File  Description  ?  RIVET  FLAT  OVAL  TO  RADIUS  CORNERS 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  F02RC.M09 

RIVET  FLAT  OVAL  TO  RADIUS  CORNERS  WITH  RIVET  GUN  AT  SHEETMETAL 

©H0P 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  01-JUL-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  22  GAUGE  GALV.  SHEETMETAL 

*  10 'X6'  RADIUS  CORNERS  TO  8'X6'  FLAT  OVAL 

*  COMPLETE  RIVETING  AFTER  FLAT  OVAL  10 'LG 

*  RADIUS  AND  RADIUS  CORNERS  ARE  WELDED 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL 
AT  WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO  2.00 


2  HARK  RIVET  HOLES  FROM  RIVET-HOLE-GUIDE  TO  SHEETMETAL  AT 
WORKTABLE  1  DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 
1  4  (4  5  6  7) 


A1  B0  G1  ( A1  B0  PI 

R3 

)A1 

B0 

PI 

A0 

(14) 

1.00 

740 

3 

POSITION  DRILLMOTOR  FROM  WORKTABLE 

TO  SHEETMETAL 

AT 

WORKTABLE  WITH  3  STEPS  F  14 

A1  B0 

G1 

A6 

B0 

P  6 

A0 

14.00 

1960 

4 

OPERATE  DRILLMOTOR  PROCESS  F  14 

A1  B0 

G1 

M6 

X6 

10 

A0 

14.00 

1960 

5 

POSITION  RIVET  FROM  WORKTABLE  TO 

SHEETMETAL 

AT 

WORKTABLE  F  14 

A1  B0 

G1 

A1 

B0 

P  6 

A0 

14.00 

1260 

6 

OPERATE  RIVETGUN  PROCESS  F  14 

A1  B0 

G1 

M6 

X3 

10 

A0 

14.00 

1540 

7 

GRIP  SEALANT  TO  SHEETMETAL  AT  WORKTABLE  USING 

CAULKINGGUN  AT  WORKTABLE  AND  ASIDE 

PF  8 

(  4 

5  6 

7  ) 

A1  B0  G1  ( A1  B0  P3 

Cl 

)A1 

B0 

PI 

A0 

(8) 

1.00 

440 

TOTAL  TMU  812  0. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  WELD  FLAT  OVAL  TO  RADIUS  CORNERS 
utput  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3) 

WELD  '  •  W01  F02RC  .MIO 

WELD  FLAT  OVAL  TO  RADIUS  CORNERS  WITH  TIG-WELDER  AT  SHEETMETAL 
SHOP  WELDING  BOOTH 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  14-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  10 

*  22  GAUGE  GALV,  SHEETMETAL 

*  10X6  RADIUS  CORNERS  TO  8X6  FLAT- 

*  -OVAL  10'  LG 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 

*  GAS  TUNGSTEN  ARC  WELDING 

*  WELDOR  PERFORMS  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

2  FITTER  MOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  Pi  AO 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH,  16  STEPS 

A3  BO  G1  Ml  X0  10  A32 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  ON  AT  WELDMACHINES 

A1  BO  G1  Ml  X0  10  A1 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 

WRIST-TURN  USING  HAND 

A1  BO  G1  A1  BO  PI  F3  AO  BO  PO  AO 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  10  A1 

8  WELDOR  POSITION  ANTI-SPATTER  SPRAY'  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  6 

A3  B3  G1  A1  BO  P6  AO 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  6 

A1  BO  G1  Ml  X10  10  AO 

10  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  6 

A1  BO  G1  A1  BO  P  6  AO 

11  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  6 

A1  BO  G1  Ml  XO  10  A1 

12  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  6 

A1  BO  G1  A1  B6  P  6  AO 

13  OPERATE  WELD  STINGER-BUTTON1  PROCESS  F/9 

'  A1  BO  G1  M6  x81  10  AO 

14  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  6 

A1  BO  G1  Ml  XO  10  A1 

15  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  WARM-STROKE 


1.00 

110. 

1.00 

1370. 

1.00 

110. 

1.00 

370. 

1.00 

40. 

1.00 

70. 

1.00 

60. 

6.00 

840. 

6.00 

780. 

6.00 

540. 

6.00 

240. 

6.00 

900. 

So/O 

6.00 

JZSr+trr 

6.00 

240. 

fo  B  /zc  At  /e 

USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF_  SO  4567 


A1  BO  Gl 

( A1  BO 

PI 

Cl) 

A1  BO 

PI 

AO  (80) 

1.00 

16  REPLACE 

SHEETMETAL 

ASSEMBLY 

FROM  WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4 

STEPS 

A1 

BO 

G1 

A6  BO 

P3 

AO 

1.00 

17  FITTER 

MOVE  CART 

FROM  WELDTABLE 

TO 

WORKTABLE 

A1 

BO 

G1 

A131B0 

PI 

AO 

1.00 

TOTAL  TMU 

TYPE  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  hel>  ?- 


J2440  . 

110* 

1340. 


<£*Q  X  /  2-  fo  /&  K  /£  v  So 


7  £..09.0 


/?;/, '<?M  7i£f/e>sG&* 


File  Description  ?  MARK  OUT  FLAT  OVAL  TO  RADIUS  CORNERS 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  F02RC  .  M30 

MARK  OUT  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS  WITH  AWL  at 
SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG:  4  Ol-JUL-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X12 ' T ' X12  '  FLAT  OVAL  TO 

*  RADIUS  CORNERS  30 'L 

*  MARK  OUT  CORNERS  WITHOUT  TEMPLATE 

*  MARK  OUT  FLAT  OVAL  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATES  AT 

WORKTABLE  WITH  4  STEPS  F  4 

A1  BO  G1  A6  BO  P6  AO 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  20  (456 

7  ) 

A1  BO  G1  ( A1  BO  PI  Rl-6)  A1  BO  PI  AO  (20) 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE. 

WITH  2  STEPS  F  64 

A1  BO  G1  A3  BO  P6  A0 

5  FASTEN  CFUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  64  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  FI  A0  (64) 

6  REPLACE  WEIGHTS  FROM  TEMPLATES  AT  WORKTABLE  TO 

WORKTABLE  WITH  4  STEPS  F  4 

A1  BO  G1  A6  BO  P3  A0 

7  REPLACE  TEMPLATES  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  A0 

8  HARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE . AND  ASIDE  PF  10  (4567) 

A1  BO  G1  (A1  B0  PI  R16  )  A1  BO  FI  A0  (10) 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKFEN  AT  WORKTABLE  AND 
ASIDE  PF  48  (4567) 

A1  BO.  G1  ( A1  BO  FI  R3  )  A1  BO  PI  A0  (48) 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

A1  BO  G1  ( A1  BO  FI  R3)  A1  BO  PI  A0  (52) 

11  MEASURE  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  F  3 

A1  BO  G1  A1  BO  PI  M32  A  I  BO  PI  A0 

12  MARK  DIMENSION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 
AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  A0  (6) 

13  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 


2.00 

280 

4.00 

560 

1.00 

3640 

64 . 00 

7040 

1.00 

2600 

4.00 

440 

2.00 

220 

1.00 

1840 

I. 00 

2440 

1.00 

2640 

3.00 

1140 

1.00 

340 

/-£7<^/CC-  /*"  2  CS 


WORKTABLE  WITH  3  STEPS  F  5 

A1  BO  G1  A6  BO  P6  AO  5.00 

14  MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  5  DIGITS 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  ( A1  BO  PI  R16)  A1  BO  PI  AO  (5)  1.00 

15  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (5)  1.00 

16  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AND  ASIDE  PF  40  (45 

6  7  ) 

A1  BO  G1  ( A1  BO  PI  R3  A1  BO  PI  AO  (40)  1.00 

17  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 


A1  BO  G1  ( A1 

BO  FI 

R3 

)A1 

BO 

FI  AO  (52) 

1.00 

18 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO 

CART 

AT 

WORKTABLE 

WITH 

4  STEPS  F  2 

A1  BO 

G1 

A6 

BO 

F3  AO 

2.00 

19 

MOVE  CART  WITH  SHEETMETAL2 

FROM  WORKTABLE 

TO 

SMALLSHEAR 

A1  BO 

G1 

A67 

BO 

PI  AO 

1.00 

TOTAL  TMU 


D, EM, CT, EW, EX, L,LD,LS,M,T,W  <or  H  for  help>  ?' 


700 

940 

940 

2040 

2640 

220 

700 

31360 


Type 


File  Description  ?  SHEAR  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS 
(iTrJu'tptjt  to  line-printer  <Y  or  N>  ?  N 
(  39  1) 

FIT  .Wll  F02RC  .  M31 

SHEAR  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS  WITH 
SMALL  8FT,  SHEAR  AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  01-JUL-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  18  GAUGE  GALV. SHEETMETAL 

*  20 ' X12 '  TO  16.X12'  FLAT  OVAL  TO 

*  RADIUS  CORNERS  30 'L 
FITTER  BEGINS  AT  SHALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO 

61 

A6 

BO 

F  6 

A0 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  2 

A1 

BO 

G1 

Ml 

X6 

IO 

A0 

2.00 

180, 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  WITH 

4  STEPS  F  14 

A1 

HO 

G1 

A6 

BO 

F  6 

A0 

14.00 

1960 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  14 

A1 

BO 

G1 

Ml 

X6 

IO 

AO 

14.00 

1260 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  10  STEPS  F 

2 

A1 

BO 

G1 

A16 

BO 

P3 

AO 

2.00 

420 

6 

MOUE  CART  WITH  SHEETMETAL  FROM 

SMALLSHEAR  TO  WORKTABLE 

A1 

B0 

G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL  TMU  4830 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  RADIUS  ON  FLAT  OVAL  TO  RADIUS  CORNERS 
output  to  line-printer  <Y  or  N>  ?  N 
(  39  1) 

FIT  .Wll  F02RC  . M32 

SHEAR  RADIUS  ON  FLAT  OVAL  TO  RADIUS  CORNERS  WITH  UNI -SHEAR- AT 
SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG:  4  09-M AY-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  18  GAUGE  GALv.  SHEETMETAL 

*  20.X12'  TO  lb ' X12 '  FLAT  OVAL 

*  RADIUS  CORNERS  30 'L 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM-CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  GI  '  A6  BO  P3  AO  2.00  2  2  0  . 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

-  -  A  9  6  B  O  G  1  A96  B3  FI  AO  1.00  1970. 

3  OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  F  10 

-  A1  BO  Gl  M6  X17310  AO  10.00  18100. 

4  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

mi  ur'  151  —  IfiX—  BO  P3  C3  A1  BO  PI  AO  (8)  1.00  6  0  0, 

5  FASTEN  BLCKPEN  CURNERS  -UN  SHEET  METAL  AT  WORKTABLE  5. 

(STRIKES — USING  NAMER  AT  WORKTABLE  AND  ASIDE  PF  20  (4 
-5  -  6-7) 

A1  BO  Gl  (A1  BO  FO  P6  )  A1  BO  PI  AO  ( 2  0 )  1  .  00  1  4  4  0. 

6  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  Gl  A6  BO  P3  AO  1.00  110. 

7  MOVE  CART' WITH  SHEETMETAL  FROM  WORKTABLE  TO  LAPOUT 

A1  BO  Gl  A54  BO  PI  AO  1.00  570, 


TOTAL  TMU  23010  . 


Type  D, EM, CT, EW, EX, L, LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


7  g4-o 


File  Description  ?  FORM  LAP  ENDS  FOR  FLAT  OVAL  TO  RADIUS  CORNERS 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  F02RC  .  M3 3 

FORM _ —  -« —  •  — -  »ur  OVAL  TO  RADIUS  CORNERS'  WITH  LAPOUT  MACHINE 

•nr  SHEETMETAL  SHUF) 

— uv i=fir^ro~KTnrr trs- c crforcrnr^  uro*  *♦  vy-r»HT-fcF,j  ■ 

NA53LU  SHEEIMETAL  IV 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20' X12 1  TO  1 6 ' X12 '  FLAT  OVAL' 

*  RADIUS  CORNERS  30.  L 
FITTER  BEGINS  AT  LAPOUT 


1  POSITION  SHEETMETAL  2  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH 
4  STEPS  F  4 


- — -A! 

B  0 

G1  A6 

BO 

P  6  AO 

4.00 

560 

2 

PUSH  LAPOUT-SWITCH  PROCESS 

F  2 

-A1 

BO 

G1  Ml 

XI 6  10 

AO 

2.00 

380 

3 

PUSH  AND  GUIDE 
F  2 

SHEETMETAL  2 

THROUGH  LAPOUT 

WITH  3 

STEP'  S 

A6 

BO 

G1  Ml 

X0  13 

AO 

2.00 

220 

4 

REPLACE  SHEETMETAL  FROM  LAPOUT 

TO  CART  AT  LAPOUT  WITH 

4  STEFS  F  4 

A1 

BO 

G1  A6 

BO  P3 

AO 

4.00 

440 

5 

MOUE  CART  WITH 

SHEETMETAL2 

FROM 

LAPOUT  TO  HANDROLLER  AT 

WORKBENCH 

A1 

80 

G1  A24 

B3  PI 

AO 

1.00 

300 

TOTAL  TMU 

1900 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  FORM  RADIUS  ON  COLLARS  FOR  F.O  TO  R.C.'ELLO 


OUTPUT  to  line-Preinter  <Y  or  N>  ?  N 
(399, 1) 

'FIT  •  Wll'  F02RC  .  M34 

FROM  radius  ON  CULLARS  FOR  FLAT  OVAL  TO  RADIUS  CORNERS  WITH 

MANU  ROLLER  AT  SHEETMETAL  SHUF 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  0  9-MAY-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  18  GAUGE  GALU,  SHEETMETAL 

*  20 ' X12 ' T016FLAT  OVAL  TO  RAD.  CORNERS 
FITTER  BEGINS  AT  WORKBENCH 

T  H  E  T  A  L  2  FROM  CART  AT  WORKBENCH  TO- 

MANU  -RULLER  AT  WORKEBENCH  WITH  4  STEPS  <3““ 

A1  BO  G1  A6  BO  P6  AO 

2  FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL  AT  HAND-ROLLER  AT 

WORKBENCH  3  SPINS  USING  FINGERS  F  12 

A1  BO  G1  A1  BO  PI  F  6  AO  BO  PO  AO 

3  CRANK  HAND-ROLLER  AT  WORKBENCh  3. REUS  USING  HAND  F  12 

A1  BO  G1  M6  X0  10  AO 

4  REFLACE  SHEETMETAL  FROM  HAND-ROLLER  AT  WORKBENCH  TO 
CART  AT  WORKBENCH  WITH  4  STEPS  F  6 

A1  BO  G1  A6  BO  P3  AO 

5  MOVE  CART  WITH  SHEETMETAL  FROM  WORKBENCH  TO  LEAFBRAKE 

A1  BO  G1  A10  BO  PI  AO 


6. 

.  00 

840 

12. 

,00 

1200 

12  . 

,  00 

960 

6. 

,00 

660 

1. 

,00 

130 

TOTAL  TMU 


3790 


Type  D » EM  *  CT  >  EU » EX  >  L »  LD  »  LS  »  M  >  T »  U  <or  H  for  help>  ? 


41 


File  Description  ?  BEND  RADIUS  ON  FLAT  OVAL  TO  RADIUS  CORNERS 


Output  to  line-Printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  ,W11  F02RC  ,  M3 5 

BEND  'RADIUS  ON  FLAT  OVAL  TO  RADIUS  CORNERS  WITH  LEAFBRAKE  AT 
SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  Ol-JUL-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  18  GAUGE  GLAV.  SHEETMETAL 

*  20X12TO16X12  FLAT  OVAL  TO  RADIUS  CORNERS 
FITTER  BEGINS  AT  WORKTABLE 


1  MOVE  VISEGRIPS  FROM  WORKTABLE  TO  LEAFBRAKE 


A1  BO 

G1 

A81 

BO 

Pi 

AO 

1.00 

840, 

2 

GRIP  ADJUSTMENT  ROD  ON  LEAFBRAKE  AT 

LEAFERAKE  USING 

UISEGRIPS  AT  LEAFBRAKE 

AND  ASIDE 

A1  BO  G1  A1 

BO  P3 

Cl 

A1 

RO 

PI 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  CART  AT  LEAFERAKE 

TO 

LEAFBRAK  WITH  4  STEPS 

F  2 

A1  BO 

G1 

A6 

BO 

P  6 

AO 

2.00 

280 

4 

OPERATE 

LEAFBRAKE-LEVER 

PROCESS 

F  2 

A1  BO 

G1 

M6 

XI 6 

10 

AO 

2.00 

480 

5 

POSITION 

SHEETMETAL  2  FROM  LEAFERAKE 

TO  LEAFBRAKE 

F  74 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

74 . 00 

6660 

6 

OPERATE 

LEAFBRAKE-LEVER 

PROCESS 

F  74 

A1  BO 

G1 

M6 

XI 6 

10 

AO 

74.00 

17760 

7 

REFLACE 

SHEETMETAL  FROM 

LEAFBRAKE  TO  CART  AT  LEAFBRAKE 

WITH  4 

STEPS  F  2 

A1  BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

8 

MOUE  CART  WITH  SHEETMETAL  AND  VISEGRIPS 

FROM  LEAFBRAKE 

TO  WORKTABLE 

A1  BO 

G1 

A81 

B3 

Pi 

AO 

1.00 

870 

TOTAL  TMU  27200. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  H,  T,  W  <or  H  for  help>  ?: 


(,0^.0 


File  Description  ?  ASSEMBLE  FLAT  OVAL  TO  RADIUS  CORNERS 
Output  to  line-Printer  <Y  or  N)  ?  N 


(39, 1) 

FIT  .Wll  F02RC  .M3  6 

ASSEMBLE  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS  WITH 
RIVET  GUN  AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  Ol-JUL-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20X12T016X12  FLAT  OVAL  TO 

*  RADIUS  CORNERS  30 'L 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

2  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTARLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00 

3  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AT  WORKTABLE  AND  ASIDE  F  2 

A1  BO  G1  A1  BO  P3  Cl  A1  BO  Pi  A0  2.00 

4  FASTEN  5-32DRILLBIT  FROM  WORKTABLE  TO  DRILLMOTOR  WITH  3 

WRIST-TURNS  USING  CHUCKKEY  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F6  A1  BO  Pi  AO  1.00 

5  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00 

6  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  2 

A1  BO  G1  M6  X6  IO  A0  2.00 

7  POSITION  RIVET  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  B0  G1  A1  BO  P  6  A0  2.00 

8  OPERATE  RIVETGUN  AT  WORKTABLE  PROCESS  F  2 

A1  BO  G1  M6  X3  IO  A0  2.00 


TOTAL  TMU 


Type  D, EM, CT, EW, EX, L, LD, LS,M,  T,W  (or  H  for  help>  ?- 


220. 

280. 

180. 

140. 

180. 

230. 

180. 

220. 

1680. 


File  Description  ?  TACK  WELD  FLAT  OVAL  TO  RADIUS  CORNERS 


output  to  line-printer  <Y  or  N>  ?  N 
(39,1) 

FIT  .Wll  F02RC  . M3 7 

TACK  WELD  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS  WITH 
TACK  WELDER  AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG:  4  01-JUL-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X12 '  TO  16.X12'  TO 

*  RADIUS  CORNERS  30 'L 

*  HOLD.  CORNERS  AND  FLAT  OVAL  COLLAR  TO— 

*  ASSEMBLY  WITH  VISEGRIPS 

*  WELD  ON  F02RC.M38  AT  WELD  AREA 
FITTER  BEGINS  AT  WORKTABLE 

1  MOVE  CCLAMPS  ,  SHEETMETAL  FROM  WORKTABLE  TO  WELDOUT 


A1 

BO 

G1  A54  B3 

PI 

AO 

1.00 

600 

2 

POSITION  SHEETMETAL 

FROM  TABLE 

AT  WELDOUT  TO 

SHEETMETAL  AT  WELDOUT  WITH 

3  STEPS 

A1 

BO 

G1  A6  BO 

P  6 

AO 

1.00 

140 

3 

GRIP  SHEETMETAL  TO 

SHEETMETAL2 

AT  WELDOUT  USING 

CCLAMPS  AT  WELDOUT 

AND  ASIDE 

PF 

20  (4567 

) 

A1  BO  G1 

( A1  BO 

P3 

Cl)  A1  BO 

PI 

AO  (20 

)  1.00 

1040 

4 

OPERATE  TACKWELDER  AT  WELDOUT  PROCESS  F  28 

A1 

BO 

G1  M6  X3 

10 

AO 

28.00 

3080 

5 

MOVE  CCLAMPS,  SHEETMETAL  FROM 

WELDOUT  TO  WORKTABLE 

A1 

BO 

G1  A54  B3 

PI 

AO 

1.00 

600 

TOTAL 

TMU 

5460 

Type 

D, EM, CT, EW, EX, L, LD, 

LS ,  M, T, W 

<or 

H  for  help> 

?  1 

Please  input  file  <F02RC.M38  >  ? 


file  Description  ?  WELD  FLAT  OVAL  TO  RADIUS  CORNERS 
Output  to  line-printer  <Y  or  N>  ?  N 

(  39,101) 

WELD  •  W01  F02RC  .M3  8 

WELD  FLAT  OVAL  TO  RADIUS  CORNERS  WITH  TIG-WELDER  AT  SHEETMETAL 
SHOP  WELD  BOOTH 

PER  FLAT  OVAL  OFG :  4  28-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  10 
8  18  GAUGE  GALV.  SHEETMETAL 

*  20X12  TO  16X12  FLAT  OVAL  TO  RADIUS — 

*  — CIRNERS  X  30'  LG 

*  WELD  R.C.  AND  FLAT  OVAL  CORNERS 

*  GAS  TUNGSTEN  ARC  WELDING 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 

*  WORK  PERFORMED  BY  WELDOR 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY.  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  MOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  A0  1.00  1370  . 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTAELE  TO 

WELDTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  A0  1.00  110. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  X0  IO  A32  1.00  370  . 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  ON  AT  WELDMACHINES 

A1  BO  G1  Ml  X0  IO  A1  1.00  40. 

6  WELDOR  FASTEN  CURRENT  SUPPLY  HANDLE  AT  WELDMACHINES  1 

WRIST-TURN  USING  HAND 

A1  BO  G1  A1  B0  PI  F3  A0  BO  PO  A0  1.00  70. 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  X0  IO  A1  1.00  60. 

8  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  4 

A3  B3  G1  A1  BO  P6  A0  4.00  560. 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  4 

A1  BO  G1  Ml  X10  IO  AO  4.00  520  . 

10  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL  AT 

WELDTABLE 

A1  BO  G1  A1  BO  P6  AO  1.00  90. 

11  FULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  IO 

A1  BO  G1  Ml  XO  IO  A1  10.00  400. 

1  2  WELDRO  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 
ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  10 

Al  BO  G1  A1  B6  P6  AO  10.00  1500. 

13  OPERATE  WELDING  STINGER-BUTTON1  PROCESS  F  20 


17800 


A1  BO  G1  M6  X81  10  AO 

14  PULL  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  10 

A1  BO  G1  Ml  X0  10  A1 

15  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 

ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
20  (4567) 


20.00 

10.00 


400. 


A1  BO  G1  ( A1  BO  PI 

CIO)  A1  B0 

PI 

A0  (20 

)  1.00 

2440 

WELDOR  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO 

CART  AT  WELDTABLE  WITH  4  STEPS 

A1  BO 

G1  A6  BO 

P3 

A0 

1.00 

110 

FITTER  MOVE  CART  FROM  WELDTAB1E 

TO  WORKTABLE 

A1  BO 

G1  A131BO 

Pi 

A0 

1.00 

1340 

TOTAL 

TMU 

27290 

File  Description  ?  WELD  FLAT  OVAL  TO  RADIUS  CORNERS 
Output  to  line-Printer  <Y  or  N>  ? 


File  Description  ?  RIVET  FLAT  OVAL  TO  RADIUS  CORNERS 
output  to  line-printer  <Y  or  N>  ?  N 
(39,1) 

FIT  .  wl  1  F02RC  .M3  9 

RIVET  FLAT  OVAL  TO  RADIUS  CORNERS  WITH  RIVET  GUN  AT  SHEETMETAL 

SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  Ol-JUL-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20.X12'  TO  RADIUS  CORNERS  30 'L 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO  2.00  220. 

2  MARK  RIVET  HOLES  FROM  RIVET-HOLE-GUIDE  TO  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 
1  4  (4  5  6  7) 

A1  BO  G1  ( A1  BO  Pi  R3 )  A1  BO  Pi  AO  (14)  1.00  740. 

3  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  14 

A1  BO  G1  A6  BO  P6  AO  14.00  1960. 

4  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  14 

A1  BO  G1  M6  X6  IO  A0  14.00  1960. 

5  POSITION  RIVET  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  14 

A1  BO  .  G1  A1  BO  P  6  AO  14.00  1260. 

6  OPERATE  RIVETGUN  AT  WORKTABLE  PROCESS  F  14 

A1  BO  G1  M6  X3  IO  A0  14.00  1540. 

7  GRIP  SEALANT  TO  SHEETMETAL  AT  WORKTABLE  USING 

CAULKINGGUN  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  (A1  BO  P3  Cl)  A1  BO  PI  A0  (8)  1.00  440. 

8  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

A0  BO  GO  A0  BO  PO  T10  A0  BO  PO  A0  1.00  100. 


TOTAL  TMU  8220, 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ?. 


,£?  /S'"  So  ,?////  /2'/f/^(SA£-  r°  /  (Toe^-es 


File  Description  ?  MARK  OUT  FLAT  OVAL  TO  RADIUS  CORNERS 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  F02RC  .  M50 

MARK  OUT  FLAT  OVAL  TO  RADIUS  CORNERS  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  11  GAUGE  GALV.  SHEETMETAL 

*  25 ' X15  '  TO  20 ' X14 '  RADIUS  CORNERS 

*  35 'L  WITH  4'  RADIUS  CORNERS 

*  MARK  OUT  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P6  AO  2.00 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  AT 

WORKTABLE  WITH  3  STEPS  F  6 

A1  BO  G1  A6  BO  P6  AO  6.00 

3  MARK  OUTLINE  ON  SHEETMETAL  FROM  TEMPLATE  AT  WORKTABLE  1 

DIGIT  USING. REDPEN  AT  WORKTABLE  AND  ASIDE  PF  6  (456 

7  ) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  A0  (6)  1.00 

4  POSITION  CPUNCH  FROM . WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

F  48 

A1  BO  G1  A1  BO  P6  A0  48.00 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 
HAMMER  AT  WORKTABLE  AND  ASIDE  PF  48  (4567) 

A1  BO  G1  (A1  BO  PO  F3 )  A1  BO  PI  A0  (48)  1.00 

6  REPLACE  WEIGHTS  FROM  TEMPLATE  TO  WORKTABLE  WITH  3  STEPS 

F  4 

A1  BO  G1  A6  BO  P  3  A0  4.00 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  TO  WORKTABLE  F  2 

A1  BO  G1  A1  DO  P3  A0  2.00 

8  MARK  CUT  LIMES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  10  (4567) 

A1  BO  G1  (A1  BO  PI  R16)  A1  BO  PI  A0  (10)  1.00 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  86  (4567) 

A1  BO  G1  (A1  BO  PI  R3 )  A1  BO  PI  A0  (36)  1.00 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  A0  (521.  1.00 

11  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  PO  G1  (A1  BO  PI  M32 )  A1  BO  PI  A0  (31  1.00 

12  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  (A1  BO  PI  R3 )  A1  BO  PI  A0  (6)  1.00 

13  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  F  5 


180 

840 

340 

4320 

1960 

440 

120 

1840 

4340 

2640 

1060 

340 


A1  BO  G1  A1  BO  P6  AO 


5.00 


450 


I  14  MARK  SHEETMETAL  FROM  STRAIGHTEDGES  AT  WORKTABLE  5  DIGITS 

j  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

I  A1  BO  G1  (A1  BO  PI  R16)  A1  BO  PI  AO  (5)  1.00  940. 

i  15  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

\  WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 

ASIDE  PF  40  (4567) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (40)  1.00  2040. 

16  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (52)  1.00  2640. 

17  PLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

18  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO  1.00  700. 


TOTAL  TMU  25410. 


Type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


M 


File  Description  ?  SHEAR  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS 
output  to  line-printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  F02RC  M51 

SHEAR  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS  WITH 
14  FT.  SHEAR  AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  11  GAUGE  GALV.  SHEETMETAL 

*  25 ' X15 '  TO  20. XI 4'  RADIUS  CORNERS 

*  35 'L  WITH  4'  RADIUS  CORNERS 

*  SHEAR  1  1/2'  STRIPS  FOR  RADIUS  CORNERS 
FITTER  BEGINS-AT  14FT, SHEAR 

1  POSITION  SHEETMETAL  FROM  CART  AT  14FT. SHEAR  TO 
14FT. SHEAR  WITH  4  STEPS  F  2 


A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  14FT, SHEAR-FOOTPEDAL  PROCESS  F 

2 

A1  BO  G1 

Ml 

X3 

10 

AO 

2.00 

120 

3 

POSITION  SHEETMETAL  FROM  14FT. SHEAR 

TO 

14FT . 

SHEAR  F  15 

A1  BO  G1 

A1 

BO 

P  6 

AO 

15.00 

1350 

4 

PUSH  14FT. SHEAR-FOOTPEDAL  PROCESS  F 

15 

A1  BO  G1 

Ml 

X3 

10 

AO 

15.00 

900 

5 

REPLACE  SHEETMETAL  FROM  14FT. SHEAR 

TO  CART  AT 

14FT. SHEAR  WITH  10  STEPS  F  2 

A1  HO  G1 

A16 

BO 

P3 

AO 

2.00 

420 

6 

MOVE  CART  WITH  SHEETMETAL  FROM  14FT, 

.SHEAR  TO 

WORKTABLE 

A1  BO  G1 

A81 

B3 

PI 

AO 

1  .00 

870 

TOTAL 

TMU 

3940 

Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  CUT  RADIUS  ON  CORNERS  FOR  F.O.  TO  R.C. 

Output  to  line-Printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  F02RC  M52 

CUT  RADIUS  ON  CORNERS  FOR  FLAT  OVAL  TO  RADIUS  CORNERS  WITH 
SABER  SAW  AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  11  GAUGE  GALV,  SHEETMETAL 

*  25 ' X1S '  TO  20 ' X14 '  RADIUS  CORNERS 

*  35  'L  WITH  4’  RADIUS  CORNERS 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  MOVE  SABER-SAW2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  FI  A0  1.00  1970. 

3  FASTEN  NUT  [SAW  BLADE]  TO  SABER-SAW  AT  WORKTABLE  4 

WRIST-TURNS  USING  ALLEN-WRENCH  AT  WORKTABLE  AND  ASIDE 
PF  2  (4567) 

A1  BO  G1  (A1  BO  P3  FIO)  A1  BO  PI  A0  (2)  1.00  320. 

4  OPERATE  SABER-SAW  FROCESS  F  8 

A1  BO  G1  M6  X67  IO  A0  8.00  6000. 

5  FASTEN  [FLATTEN]  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  B0  PO  F  6 )  A1  BO  PI  AO  (12)  1.00  880. 

6  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  A0  1.00  110. 

7  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO 

14FTHYDROPRESSBRAKE 

A1  BO  G1  A96  BO  PI  A0  1.00  990. 


TOTAL  TMU  ,  04  90. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


/  4  430 


File  Description  ?  BEND  RADIUS  FOR  FLAT  OVAL  TO  RADIUS  CORNERS 

;  OUTPUT  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  F02RC  .  M53 

BEND  RADIUS  FOR  FLAT  OVAL  TO  RADIUS  CORNERS  WITH 
14  FT,  HYUROPRESS-BRAKE  AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  10' 

*  11  GAUGE  GALV.  SHEETMETAL 

*  25 ' X15 '  TO  20 ' X14 '  RADIUS  CORNERS 

*  35 'L  WITH  4'  RADIUS  CORNERS 
FITTER  BEGINS  AT  1 4FTHYDROPRESSBRAKE 

1  POSITION  SHEETMETAL  FROM  CART  AT  1 4FTHYDROPRESSBRAKE 

TO  14FTHYDROPRESSBRAKE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO 

2  PUSH  14FTHYUROPESSBRAKE-FOOTPEDAL  PROCESS  F  2 

A1  BO  G1  Ml  X24  10  AO 

3  POSITION  SHEETMETAL  FROM  1 4FTHYDROPRESSBRAKE  TO 

14FTHYDROPRESSBRAKE  F  64 

A1  BO  G1  A1  BO  P6  AO 

4  PUSH  14FTHYDROPESSBRAKE-FOOTPEDAL  PROCESS  F  64 

A1  BO  G1  Ml  X24  10  AO- 

5  REPLACE  SHEETMETAL  FROM  1 4FTHYDR0PRESSEBRAKE  TO  CART  AT 

14FTHYDR0PRESSBRAKE  WITH  4  STEP'S  F  2 

A1  BO  G1  A6  BO  P3  AO 

6  MOVE  CART  WITH  SHEETMETAL  FROM  1 4FTHYDR0FRESSBRAKE  TO 
ROLLER 

A1  BO  G1  A54  BO  PI  AO 


TOTAL  TMU  24  650. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help>  ? 

39}o  30 


2.00 

230 

2.00 

540 

64.00 

5760 

64600 

17280 

2.00 

220. 

1.00 

570 

File  Description  ?  FORM  RADIUS  ON  COLLAR  CORNERS  FOR  F.O.  TO  R.C. 

Output  to  line-printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  F02RC  . M54 

FORM  RADIUS  ON  COLLAR  CORNERS  FOR  FLAT  OVAL  TO  RADIUS  CORNERS 
WITH  ROLLER  [ROLL  FORMER]  AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  17-MAY-83 

NASSCO  SHEETMETAL  SHAPE  10 

*  11  GAUGE  GALV,  SHEETMETAL 

*  25 . ' X15 '  TO  20 ' X14 '  RADIUS  CORNERS 

*  35 'L  WITH  4'  RADIUS  CORNERS 

*  NEXT  OPERATION  IN  WELD  AREA 

*  SEE  F02RC.M55 
FITTER  BEGINS  AT  ROLLER 

1  PLACE  SHEETMETAL  FROM  CART  AT  ROLLER  TO  ROLLER  WITH  4 

STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL  AT  ROLLER  3 

WRIST-TURNS  USING  HAND  F  2 

A1  BO  G1  A1  BO  PI  F  6  A0  BO  PO  A0  2.00  200. 

3  PUSH  ROLLER-BUTTON  PROCESS  F  8 

A1  BO  G1  Ml  X96  IO  A0  8.00  7920. 

4  PLACE  SHEETMETAL  FROM  ROLLER  TO  SHEETMETAL  AT  ROLLER 

WITH  2  STEP'S  F  8 

A1  B0  G1  A3  B3  P3  A0  8.00  880. 

5  REPLACE  SHEETMETAL  FROM  ROLLER  TO  CART  AT  ROLLER  WITH 

2  STEPS  F  9 

A54  BO  G1  A3  BO  P3  A0  9.00  5490. 

6  MOVE  CART  WITH  SHEETMETAL  FROM  ROLLER  TO  WORKTABLE 

A1  BO  G1  A54  B3  PI  A0  1.00  600. 


TOTAL  TMU  15200. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


y^Z8o 


Please  input  file  <F02RC.M55>  ? 


File  Description  ?  WELD  FLAT  OVAL  TO  RADIUS  CORNERS 
OutPut  to  line-printer  <Y  or  N>  ?  N 
(39, 101) 

WELD  .W01  F02RC  .M55 

WELD  FLAT  OVAL  TO  RADIUS  CORNERS  WITH  ARC  (STICK)  WELDER  AT 
SHEETMETAL  SHOP  WELDING  BOOTH 

PER  FLAT  OVAL  TO  RADIUS  CORNERS  OFG :  4  21-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  10 

*  11  GAUGE  GALV,  SHEETMETAL 

*  25 ' X15 '  TO  20 ' X14 '  RADIUS  CORNERS  35 'L 

*  — WITH  4 '  RADIUS  CORNERS 

*  WELDING  DONE  IN  WELD  BOOTH  AREA 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  FITTER  MOVE  CART  FROM-  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  A0  1.00  1370  . 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  A0  2.00  220. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  X0  IO  A32  1.00  370  . 

5  WELDOR  TURN  CURRENT  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  X0  IO  A1  1.00  60. 

6  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  B 


A3  B3 

G1 

A1 

BO  P  6 

A0 

3.00 

1120. 

7 

WELDOR 

PUSH  ANTI-SPATTER2 

SPRAY 

CAN 

PROCESS  F  3 

A1  BO 

G1 

Ml 

X10  IO 

A0 

3.00 

1040. 

8 

WELDOR 

FASTEN  WELDROD  TO 

STINGER1  AT 

WELDTABLE  1 

WRIST- 

-TURN  USING  HAND  F 

42 

A1  BO  G1  A1 

BO  PI 

F3 

A0 

PO  PO 

A0  3/ 

42.00 

2940. 

9 

FULL  WELDHOOD  FROM  UP  AT 

WELDOR 

TO  DOWN 

AT  WELDOR  E--4-2 

1  Zi  l- 

A1  BO 

G1 

Ml 

X0  IO 

A1 

42 . 00 

1680. 

10 

WELDOR 

POSITION  STINGER1 

FROM  WELDTABLE 

TO  SHEETMETAL 

;  Si 

ASSEMBLY  AT  WELDTAELE  F 

42 

A1  BO 

G1 

A1 

BO  P  6 

A0 

42.00 

37S0 . 

11 

WELDOR 

OPERATE  WELD  STINGER-BUTTON2 

AT  WELDTABLE 

PTIME 

65  S  F 

32^  24 

A1  BO 

G1 

M6 

X17310 

A0 

32.00 

j  ~ 

57920. 

12 

PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO 

UP 

AT  WELDOR  F  42 

fS*  3  6 

A1 

42.00 

1630. 

13  WELDOR  LOOSEN  SLAG  FROM  SHEETMETAL  ASSEMBLY  AT 

WELDTABLE  6  STRIKES  USING  SLAGHAMMER  AT  WELDTABLE  AND  jpo 

ASIDE  PF  15  (  4  5  6  7  ) 

A1  BO  G1  (A1  BO  PO  LI 6)  A1  BO  PI  A0  (15)  1.00  2590, 


ftajec.  /V5s- 


14  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 

ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
6  3(4  5  6  7) 


A1 

BO  G1 

( A1  BO 

PI 

CIO)  A1  BO 

PI 

AO  (63) 

1.00 

15 

REPLACE  SHEETMETAL 

ASSEMBLY 

FROM  WELDTABLE  TO  CART  AT 

WELDTABLE 

WITH  4 

STEPS  F  2 

A1 

BO 

G1  A6  BO 

P3 

AO 

2.00 

16 

FITTER  MOVE 

CART  FROM  WELDTABLE 

TO  WORKTABLE 

A1 

BO 

G1  A131BO 

PI 

AO 

1.00 

TOTAL  TMU 


File  Description  ?  WELD  FLAT  OVAL  TO  RADIUS  CORNERS 
Output.  to  line-printer  <Y  or  N>  ? 


4-0 

7600. 

1  960 

220. 

1340. 

84150. 


Please  input  file  <FL0VAL.M01>  ? 


T 


File  Description  ?  MARK  out  FLAT  OVAL 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  \w08  FLOVAL.Mol) 

MARK  OUT  SHEETMETAL  FOR  FLAT  OVAL  WITH-AWL  AT  SHEETHETAL  SHOP 
PER  FLAT  OVAL  — OFG  4  -24-MAR-83. 

NASSCO  SHEETMETAL  SHAP  #11 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1951 

*  22  'GAUGE  GALV,  SHEETMETAL 

*  8 ' X5 '  TO  5 ' X5  '  FLAT  OVAL  X6'L  SQ  2  F.O. 

*  USE  TEMPLATE  TO  MARK  OUT  2  HALVES 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

2  PLACE  2  WEighTs  from  WorkTaBLE  to  TEmpLATe  At  WORKTABLE. 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AND  ASIDE  PF  9  (4567) 

A1  BO  G1  ( A1  BO  PI  R16)  A1  BO  Pi  AO  (  9)  1.00  1660. 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  40 

A1  BO  G1  A1  BO  P  6  AO  40.00  3600. 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AND  ASIDE  PF  40  (4567) 

.  A1  BO  G1  ( A1  BO  PO  F3)  A1  BO  PI  AO  (40)  1.00  1640. 

6  REPLACE  2  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS' 

A1  PO  G1  A6  BO  P3  AO  1.00  110. 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

3  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  18  (4567) 

A1  PO  G1  (A1  BO  PI  R16  )  A1  BO  PI  A0  (18)  1.00  3280. 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE. 5  DIGITS  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  50  (  4  5  6  7  )  F  2 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (50)  2.00  18080. 

1 0  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (  4  5  6, 7 

I 

A1  BO  G1  (A1  BO  PI  R3)  A1  BO  PI  A0  (52)  1.00  2640. 

11  MEASURE  SHEETMETAL  AT  WORKTABLE  USING  STEEL-TAPE  AT 

WORKTABLE  AND  ASIDE  PF  4  (  4  5  6  7  ) 

A1  BO  G1  (A1  BO  PI  M32 )  A1  BO  PI  AO  (4)  1.00  1400. 

12  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 


240. 


USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  R3)A1  BO  PI  AO  (4)  1.00 

13  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  3 

A1  BO  G1  A1  BO  P  6  AO  3.00  270. 

14  MARK  LINE  FROM  STRAIGHTEDGE  AT  WORKTABLE  1  DIGIT  USING 

AWL  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  PI  R3  A1  BO  PI  AO  1.00  90. 

15  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (5)  1.00  290. 

16  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PI  R3)_  A1  BO  PI  AO  (12)  1.00  640. 

17  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

18  MOUE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO  1.00  700. 


TOTAL  TMU  35220 ♦ 


Type  D,  EM,  CT, EW, EX, L, LD, LS, M, T, W  <0r  H  for  help>  ? 


.T 


Please  inPut  file  <FLOVAL.M02>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  FLAT  OVAL 


Output  to  line-printer  <Y  or  N>  ?  N 


(39,  3) 

FIT  f  .  W08  FLOVAL . MO 2 

SHEAR  SHEETMETAL  FOR  FLAT  OVAL  WITH  SMALL  SHEAR  AT  SHEETMETAL 

SHOP 

PER  FLAT  OVAL  OFG :  4  2 4 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #11 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  U6-1951 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 '  X5 '  TO  S'XS'  F.O.  X6'L  SQ .  TO  F.O. 

*  SHEAR  2  HALVES  AND  COLLAR 
FITTER  BEGINS  AT  SMALLSHEAR 


1 

POSITION  SHEETMETAL  2 

FROM  CART 

AT  SMALLSHEAR 

TO 

SMALLSHEAR 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

1.00 

90 

2 

OPERATE  FOOTPEDAL  AT 

SMALLSHEAR 

PROCESS 

A1  BO 

G1 

M6 

X6 

10 

AO 

1.00 

140 

3 

POSITION  SHEETMETAL 

FROM  SMALLSHEAR 

TO 

SMALLSHEAR  F  10 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

10.00 

900 

4 

OPERATE  FOOTPEDAL  AT 

SMALLSHEAR 

PROCESS 

F  10 

A1  BO 

G1 

M6 

X6 

IO 

AO 

10.00 

1400 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR 

TO  CART  AT 

SMALLSHEAR  WITH  4  STEPS 

A1  BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

6 

MOVE  CART  WITH  SHEETMETAL  FROM 

SMALLSHEAR  TO 

WORKTABLE 

A1  BO 

G1 

A67  B3 

PI 

AO 

1.00 

730 

TOTAL  TMU  3370 


Type  D, EM, CT, EW, EX, L, LD,  LS,  M,  TW  <or  H  for  help>  ? 


T 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  (or  H  for  help)  ? 


>  ?  T 


Please  input  file  <FLOVAL,MO 


File  Description  ?  SHEAR  RADIUS  FOR  FLAT  OVAL 


Output  to  line-printer  <Y  or  N>  ?  N 


(39,  3) 

FIT  '  . W08  FLOVAL . MO 3 

.SHEAR  SHEETMETAL  FOR  FLAT  OVAL  WITH  UNI-SHEAR  AT  SHEETMETAL  SHOP 
PER  FLAT  OVAL  OFG :  4  25-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #11 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  U6-1951 

*  22  GAUGE  GALV,  SHEETMETAL 

*  8 ' X5 '  TO  5 ' X5 '  F.O.  X  6'L  SQ.  TO  F.O. 

*  SHEAR  RADIUS  CORNERS  ON  2  HALVES 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 


WITH  4  STEPS 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

1. 

.00 

110 

2  MOVE  UNISHEAR2  FROM  TOOLROOM 

TO 

WORKTABLE 

A9  6 

BO 

G1 

A9  6 

B3 

Pi 

AO 

1. 

.00 

1970 

3  OPERATE  UNISHEAR  PROCESS  F  8 

A1 

BO 

G1 

M6 

X17310 

AO 

8. 

,00 

14480 

4  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 
SNIPS  AT  WORKTABLE  AND  ASIDE  PF  20  (4567) 

A1  BO  G1  ( A1  BO  P3  C3)  A1  BO  Pi  AO  (20)  1.00  1440. 

5  FASTEN  (  FLATTEN  )_  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PO  F  6 )  A1  BO  Pi  AO  (12)  1.00  880. 

6  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

7  MOVE  CART  FROM  WORKTABLE  TO  WORKBENCH 

A1  BO  G1  A67  B3  PI  AO  1.00  730. 


TOTAL  TMU  19720. 


B309& 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ?  T 


please  input  file  <FLOVAL.M04>  ? 


File  Description  ?  FORM  COLLAR  FOR  FLAT  OVAL 
Output  to  line-Printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  .  W08  FL0VAL.M04 

FORM  SHEETMETAL  FOR  FLAT  OVAL  COLLAR  WITH  HAND  OPERATED  ROLLER  AT 
SHEETMETAL  SHOP 

PER  FLAT  OVAL  OFG :  4  2 5 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #11 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1951 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X5 '  TO  5 ' X5 ' X6 ' L  SQ  TO  F,0, 

*  ROLL  UP  FLAT  OVAL  RADIUS  CORNERS 

*  HAND  OPERATED  ROLLER  (HAND-ROLLER) 

FITTER  BEGINS  AT  WORKBENCH 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKBENCH  TO  WORKBENCH 
WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO 

2  FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL  WITH  HAND-ROLLER  AT 
WORKBENCH  5  SPINS  USING  FINGERS  F  4 

A1  BO  G1  A1  BO  Pi  FIO  AO  BO  PO  AO 

3  CRANK  HAND-ROLLER  AT  WORKBENCH  3  REVS  USING  HAND  F  4 

A1  BO  G1  M6  X0  10  AO 

4  LOOSEN  BOLT  [TOLLS]  TO  SHEETMETAL  WITH  HAND-ROLLER  AT 

WORKBENCH  5  SPINS  USING  FINGERS  F  4 

A1  BO  G1  A1  BO  PI  L10  AO  BO  PO  AO 

5  REPLACE  SHEETMETAL  FROM  WORKBENCH  TO  CART  AT  WORKBENCH 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

6  MOVE  CART  FROM  WORKBENCH  TO  LEAFBRAKE 

A1  BO  G1  A10  BO  Pi  AO 


TOTAL  TMU  17  90. 


2^83° 


1.00  110. 

4.00  560. 

4.00  320. 

4.00  560. 

1.00  110. 

1.00  130. 


Type  D, EM, CT, EW, EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


T 


Please  input  file  <FLOVAL  05>  ? 


file  Description  ?  BEND  RADIUS  FOR  FLAT  OVAL 
Output  to  line-Printer  <Y  or  N>  ?  N 

(  39?  3) 

FIT  '  .  W08  FL0VAL.M05 

BEND  SHEETMETAL  FOR  FLAT  OVAL  RADIUS  WITH  LEAF  BRAKE  AT 
SHEETMETAL  SHOP 

PER  FLAT  OVAL  OFG :  4  25-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #11 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1951 

*  22  GAUGE  GLAV.  SHEETMETAL 

*  8 ' X8 '  TO  5'DIA.  X9'L  XSQ .  TO  FLAT  OVAL 

*  BEND  RADIUS  ON  2  PIECES  FOR  FLAT  OVAL 
FITTER  BEGINS  AT  LEAFBRAKE 


1  PLACE  SHEETMETAL  FROM  CART  AT  LEAFBRAKE  TO  LEAFBRAKE 
WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

2 

GRIP  LEAFBRAKE  ADJUSTMENT  ROD  TO 

LEAFBRAKE  USING 

VISEGRIPS  AND  ASIDE 

A81  B3  G1  A81 

BO 

P3 

Cl 

A1 

BO 

PI 

AO 

1.00 

1720 

3 

OPERATE  LEAFBRAKE-LEVER 

PROCESS 

F  80 

A1 

BO 

G1 

M6 

X16 

10 

AO 

80.00 

19200 

4 

REPLACE  SHEETMETAL2  FROM 

LEAFBRAKE  TO  CART  AT  LEAFBRAKE 

WITH  4  STEPS  F  2 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

5 

MOVE  CART  FROM  LEAFBRAKE 

TO 

WORKTABLE 

A1 

BO 

G1 

A81 

B3 

PI 

AO 

1.00 

870 

TOTAL  TMU  22230. 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


47 //o 


r 


Please  input  file  <FLOVAL.M06>  ? 


File  Description  ?  ASSEMBLE  FLAT  OVAL 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  '  .  W08  .  FLOVAL . MO  6 

ASSEMBLY  SHEETMETAL  FOR  FLAT  OVAL  WITH  RIVET  GUN  AT  SHEETMETAL 

SHOP 

PER  FLAT  OVAL  OFG :  4  2 5 -MAR- 8 3 

NASSCO  SHEETMETAL  SHAPE  #11 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1951 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X5 ' TO  5 ' X5 '  F.O.  X6'L  SQ .  TO  F.O. 

*  RIVET  2  HALVES  OF  SQ  TO  F.O.  TOGETHER 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 


2  FASTEN  5 . 32DRILL-BIT  FROM  WORKTABLE  TO  DRILLMOTOR  AT 
WORKTABLE  3  WRIST-TURNS  USING  CHUCKKEY  AND  ASIDE 


A1  B0  G1  A1  B0  P3 

F  6 

A1 

B0 

Pi 

AO 

1.00 

140 

3  POSITION  SHEETMETAL  FROM  WORKTABLE 

TO  SHEETMETAL 

,  AT 

WORKTABLE  WITH  3  STEPS 

A1  R0 

G1 

A6 

B0 

P  6 

AO 

1.00 

140 

4 

GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AND  ASIDE  PF  2  (45 

6  7 

) 

A1  B0  G1  (A1  B0  P3 

Cl) 

A1 

B0 

Pi 

AO  (2) 

1.00 

140 

5 

OPERATE  DRILLMOTOR  PROCESS  F  2 

A1  B0 

G1 

H6 

X6 

10 

AO 

2.00 

280 

6 

POSITION  RIVETS  FROM.  WORKTABLE 

TO  SHEETMETAL 

AT 

WORKTABLE  F  2 

A1  B0 

G1 

A1 

B0 

P  6 

AO 

2.00 

180 

7 

OPERATE  RIVETGUN  PROCESS  F  2 

A1  B0 

G1 

M6 

X3 

10 

AO 

2.00 

220 

TOTAL  TMU  1210 ♦ 


Type  D, EM, CT, EW, EX, L, LD, IS, M, T,  W  <or  H  for  help>  ? 


Type  D, EM, CT, EW, EX, LD, LS, M, T, W 


<or  H  for  help>  ?  T 


please  input  file  <FLOVAL.M07>  ? 


File  Description  ?  TACK  COLLAR  TO  FLAT  OVAL 
Output  to  line-Printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  '  . W08  FLOVAL.M07 

TACK  SHEETMETAL  FOR  FLAT  OVAL  WITH  TACK  WELDER  AT  SHEETMETAL  SHOP 
PER  FLAT  OVAL  OFG :  4  25-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #11 

*  HULL  418 

*  DRAWING  501-292- 

*  V2-92008 

*  V6-1951 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8  ' X5 '  TO  5 ' X5 '  . F . 0 .  X6'L  SQ,  TO  F.O. 

*  USE  TEMPLATE  TO  HARK  OUT  2  HALVES 

*  NEXT  MOST  ANALYSIS  FOR  WELDING  F.O. 

*  SEE  MWELD  PROGRAM  FOR  FL0VAL.M08  . 

FITTER  BEGINS  AT  WORKTABLE 


1  MOVE  VISEGRIPS  ,  SHEEETMETAL2 ,  FROM  WORKTABLE  TO 
WELDOUT 


'  A1  BO 

G1 

A54 

B3 

PI 

AO 

1.00 

600 

2  POSITION  SHEETMETAL  FROM  WELDOUT 

TABLE 

TO 

SHEETMETAL 

AT  WELDOUT  TABLE  WITH  3  STEPS 

A1  BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140, 

3  GRIP  SHEETMETAL  TO  SHEETMETAL2 

AT  ' 

WELDOUT  USING 

VISEGRIPS  AND  ASIDE  PF  6  (45 

6  7 

)- 

A1  BO  G1  ( A1  BO  P3 

Cl) 

A1 

BO 

PI 

AO  (6) 

1.00 

340. 

4  OPERATE  TACKWELDER  PROCESS  F  16 

A1  BO 

G1 

M6 

X3 

10 

AO 

16.00 

1760. 

5  MOVE  VISEGRIPS,  SHEETMETAL  FROM  WELDOUT 

TO 

WORKTABLE 

A1  BO 

G1 

A54 

B3 

PI 

AO 

1.00 

600 

TOTAL  TMU  3440. 


<r/  T 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help> 


9 


File  Description  ?  WELD  SQUARE  TO  FLAT  OVAL 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3) 

WELD  •  W01  SQ2FO  .M08 

WELD  SQUARE  TO  FLAT  OVAL  WITH  TIG-WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  SQUARE  TO  FLAT  OVAL  OFG :  4  21-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  11 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1951 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8X5  TO  5X5  SQUARE  TO  FLAT  OVAL 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 
X  GAS  TUNGSTEN  ARC  WELDING 

X  WELDOR  PERFORMS  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  FITTER  HOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  HI  XO  IO  A32  1.00  370. 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  ON  AT  WELDMACHINES 

A1  BO  G1  Ml  X0  IO  A1  1.00  40. 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 

WRIST-TURN  USING  HAND 

A1  BO  G1  A1  BO  PI  F3  A0  BO  PO  A0  1.00  70. 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  HO  G1  M3  xO  IO  A1  1.00  60. 

8  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMTAL  ASSEMBLY  AT  WELDTABLE  F  2 

A3  B3  G1  A1  BO  P6  AO  2.00  280. 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  2 

A1  BO  G1  Ml  X10  IO  AO  2.00  260. 

10  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  3 

A1  PO  G1  A1  BO  P  6  AO  3.00  270. 

11  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  3 

A1  RO  G1  Ml-  XO  IO  A1  3.00  120. 

12  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  3 

A1  BO  G1  A1  B6  P  6  AO  3.00  450. 

13  OPERATE  WELD  STINGER-BUTTON1  PROCESS  Fs 5 

A1  BO  G1  M6  X81  IO  AO  5.00  4450. 


5*<?  S  ro  M.0,-8 

14  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  3 

A1  BO  G1  Ml  XO  10  A1  3,oo  12  0. 

15  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  1  ARM-STROKE 

USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF  50  (4567 

I 

A1  BO  G1  ( A1  BO  PI  Cl)  A1  BO  PI  AO  (50)  1.00  1540. 

16  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

17  FITTER  HOVE  CART  FROM  WELDTABLE  TO  WORKTABLE 

A1  BO  G1  A131BO  PI  A0  1.00  1340. 


TOTAL  TMU  11070. 


Type  D,EH,CT, EW, EX, L, LD, LS,M, T,W  <or  H  for  help>  ? 


.T 


Plees-e  input  file-  <F1.0VAL>M09> 


File*  Dc-e  c-  ri ption  ?  RIVET  FIAT  OVAI  ASSEMBLY 


Output  to  line  printer  <Y  or  N>  ?  N 


(  39 f  3) 

FIT  , W03  FLOVAL.MQ? 

RIVET  SHEETMETAL.  FOR  FLAT  OVAL  ASSEMBLY  WIT!!  RIVET  GUN  AT 
SHEETMETAL  SHOP 

PER  FLAT  OVAL  GFGt  A  25-KAR-  03 

NASSCO  SHEETMETAL  SHAPE  3=11 

*  HULL  413 

*  BRA'*) IMG  SO  1  -292 

*  V2-92003 

*  V4--1951 

*  22  GAUGE  GALV,  SHEETMETAL 

*  iTXG’  TO  S'XS'  !**  s  0 :  X  6  *  L  SBQ  >  TO  F.G> 

*  SEAL  SEAMS  l  RIVET  HEADS  WITH  SEALANT 
FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  RIVET -HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMFTAL 
AT  WORKTABLE  WITH  3  STEPS 


A1  BO 

G1  AA  BO 

PA 

AO 

1  >00 

140  > 

MARK  RIVET  HOLES  ON  SHEETMETAL  AT 

WORKTABLE 

1  DIGIT 

USING  BLACKPSN  AT  WORKTADLE  AND 

ASIDE  PF  0 

(  4 

5  A  7 

) 

^  3 

A1  .  BO  01  (A1  BO  PI 

R3  ) A 1  BO 

PI 

AO 

<0> 

1,00 

440. 

OPERATE  DRILLMOTOR  ON  SHEETMETAL 

8 

A1  BO 

AT  WORKTABLE  PROCESS 

F 

G!  Mo  5C4 

10 

•  AO 

3  >00 

1120  > 

4 

POSITION  RIVETS  FROM  WORKTABLE  TO 

SHEETMETAL 

AT 

WORKTABLE  F  3 

A1  BO 

G1  A3  BO 

PA 

AO 

0.00 

720  > 

C* 

OPERATE  RIVETGUN  PROCESS  F  8 

A1  BO 

G1  M6  X7> 

10 

AO 

3.00 

000  . 

6 

POSITION  CAULKINGGUN  TO  SHEETMETAL.  AT  WORKTABLE 

PE  8 

{ 

4  5  6) 

A1  BO  G1 

(Ai  BO 

PA 

)  AO 

(PO 

1  <  00 

580  > 

7 

GRIP  SEALANT  TO  SHEETMETAL  AT  WORKTABLE  USING 

CAULKINGGUN  ANB  ASIDE  PF  ‘4  (  4  5 

A  7  ) 

A1  BO  Ot  <A1  BO  P3 

Cl  ) Al  BO 

PI 

AO 

(  4) 

1.00 

240. 

0 

INSPECT  5HEETMCTAI  AT  WORKTABLE  9 

POINTS 

* 

AO  BO  GO  AO  BO  PO 

T10  AO  BO 

PO 

AO 

t  :  00 

100  . 

TOTAL  T  MU 

4220. 

Typ 

€•  D  r  EM  j  CT  •  EW  *  EX  r  L  i  !.B  r  I.S  r  M  » T  i  W  <oi- 

1!  for  help> 

f 

Please  input  file  (FLOVAL.M30>  ? 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  FLAT  OVAL 


Output  to  line-printer  <Y  or  N>  ?  N 


(39,  3) 

FIT  '  •  Wll  FLOVAL.M30 

MARK  OUT  SHEETMETAL  FOR  FLAT  OVAL  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  FLAT  OVAL  OFG :  4  14 -APR-8 3 

NASSCO  SHEETMETAL  SHAPE  11 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15 '  TO  12'XIO'  FLAT  OVAL  25'  LG 

*  MARK  OUT  FLAT  OVAL  WITH  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1 


2 


3 


4 


POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  2  STEPS  F  2 


A1  BO 

POSITION  WEIGHTS  FROM  WORKTABLE 
WORKTABLE  WITH  2  STEPS  F  6 

G1  A3  BO 
TO  TEMPLATE 

P  6 
AT 

AO 

2.00 

220 

A1  BO 

G1  A3  EO 

P  6 

AO 

6.00 

660 

MARK  OUT  LINES  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  20  (45 

6  7  ) 

A1  BO  G1  ( A1  BO  Pi  R1 6 )  A1  BO  PI  AO  (20)  i.00  3  6  4  0. 

POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 


WITH  1  STEP  F  44 

A1  BO  G1  A3  BO  P6  AO  44.00 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  44  (4567) 

A1  B0  G1  ( A1  B0  P0  F3 )  A1  B0  PI  A0  (44)  i.QO 

6  REPLACE  WEIGHTS  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  2  STEPS  F  6 

A1  B0  G1  A3  B0  P3  A0  6  00 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  2  STEPS  F  2 

A1  B0  G1  A3  B0  P3  A0  2.00 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  20  (4567) 

A1  B0  G1  (A1  B0  Pi  R16  )  A1  B0  PI  A0  (20)  i.QO 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  84  (4567) 

A1  B0  G1  ( A1  B0  PI  R3 )  A1  P0  PI  A0  (84)  i.QO 

10  MARK  IDENTIFICATION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTARLE  AND 
ASIDE  52  (  4  5  6  7  ) 

A1  B0  G1  A1  BO  PI  R3  A1  B0  PI  A0  1  00 

11  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  F  3 

A1  B0  G1  A1  B0  Pi  M32 .  A1  B0  PI  A0  3.00 

12  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  B0  G1  (A1  B0  PI  R3 )  A1  B0  Pi  A0  (4)  i.oo 

13  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 


4  8  4  0 

1800. 

480. 

160. 

3640. 

4240. 

90. 

1140. 

240. 


FL  o  \/A£.  30 

WORKTABLE  WITH  2  STEPS 

A1  BO  G1  A3  BO  P6  AO  1*00 

14  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  BO  G1  ( A1  BO  PI  R1 6 )  A1  BO  PI  AO  (3)  1*00 

15  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (16)  1*00 

16  MARK  IDENTIFICATION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PI  R3 )  A1  BO  PI  AO  (16)  1*00 

17  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

18, MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO  1.00 


TOTAL  TMU 


110. 

580. 

840. 

840. 

220 

700 

24440. 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


T 


Please  input  file  <FL0VAL.M31>  ?  {{ 


File  Description  ?  SHEAR  SHEETMETAL  FOR  FLAT  OVAL 


Output  to  line-Printer  <Y  or  N>  ?  N 
(  39  3) 

FIT  .Wll  FL0VAL.M31 

SHEAR  SHEETMETAL  FOR  FLAT  OVAL  WITH  SMALL  8FT .  SHEAR  AT 
SHEETMETAL  SHOP 

PER  FLAT  OVAL  OFG :  4  14 -APR-8 3 

NASSCO  SHEETMETAL  SHAPE  11 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15 '  TO  12'XIO'  FLAT  OVAL  25'  L 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO 

61 

A6 

RO 

P  6 

AO 

2.00 

280 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  2 

A1 

BO 

G1 

Ml 

X6 

10 

AO 

2.00 

180 

3 

POSITION  SHEETMETAL2  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  WITH 

3  STEPS  F  14 

A1 

BO 

G1 

A6 

BO 

P  6 

AO 

14.00 

1960 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  14 

A1 

HO 

G1 

Ml 

X6 

10 

AO 

14.00 

1260 

5- 

-REPLACE  SHEETMETAL2  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  18  STEPS  F  2 

A1 

BO 

G1 

A32 

BO 

P3  . 

AO 

2.00 

740 

6 

MOVE  CART  WITH  SHEETMETAL  FROM 

SMALLSHEAR  TO  WORKTABLE 

AL 

BO 

G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL  TMU  5150 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


T 


Please  input  file  <FLOVAL.M32>  ? 


File  Description  ?  SHEAR  RADIUS  FOR  FLAT  OVAL 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3) 

FIT  '  .Wll  FLOVAL,  M3 2 

SHEAR  RADIUS  FOR  FLAT  OVAL  WITH  UNI-SHEAR  AT  SHEETMETAL  SHOP 
PER  FLAT  OVAL  OFG :  4  14 -APR-8 3 

NASSCO  SHEETMETAL  SHAPE  11 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 1 X15 1  TO  12 ' X10 '  FLAT  OVAL  25'  L 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  F  2 


A1 

BO 

G1  A6  BO  P3 

AO 

2.00 

220 

MOVE  UNISHEAR2 

FROM 

TOOLROOM 

TO 

WORKTABLE 

A9  6 

BO 

G1  A96  B3  PI 

AO 

1.00 

1970 

OPERATE  UNI SHEAR  AT 

WORKTABLE 

PROCESS  F  10 

A1 

BO 

G1  M6  X173I0 

AO 

10.00 

18100 

CUT  CORNERS  ON 

SHEETMETAL  AT 

WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE 

AND  ASIDE 

PF 

20  (4567) 

A1  BO 

G1 

( A1  BO 

P3 

C3  )A1  BO  PI 

AO  (20) 

1.00 

1440 

5  FASTEN  [FLATTEN]  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  20  (4 
5  6  7) 

A1  BO  G1  ( A1  BO  P0  F6  )  A1  BO  PI  AO  (20)  1.00  1440. 

6  REPLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00  220. 

7  MOVE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  LAPOUT 

A1  B0  G1  A54  B0  PI  A0  1.00  570. 


TOTAL  TMU  23960. 


TrPe  D, EM, CT, EW, EX, L, LD, LS,M, T,W  <or  H  for  help>  ? 


T 


Please  input  file  <FLOVAL.M33>  ? 


File  Description  ?  FORM  LAP  ENDS  FOR  FLAT  OVAL 

Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  .Wll  FLOVAL.M33 

FORM  LAP  ENDS  FOR  FLAT  OVAL  WITH  LAPOUT  MACHINE  AT  SHEETMETAL 

SHOP 

PER  FLAT  OVAL  OFG :  4  14 -APR-8 3 

NASSCO  SHEETMETAL  SHAPE  11 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15 '  TO  12 ' X10 '  FLAT  OVAL  25 'L 
FITTER  BEGINS  AT  LAPOUT 

1  PLACE  SHEETMETAL2  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 

STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  PUSH  LAPOUT-SWITCH  PROCESS  F  2 

A1  BO  G1  Ml  XI 6  10  AO  2.00  380. 

3  PUSH  AND  GUIDE  SHEETMETAL2  THROUGH  LAPOUT  WITH  3  STEPS 

F  2 

A6  B0  G1  Ml  X0  13  A0  2.00  220. 

4  REPLACE  SHEETMETAL2  FROM  LAPOUT  TO  CART  AT  LAPOUT  WITH 

4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00  220. 

5  MOUE  CART  WITH  SHEETMETAL2  FROM  LAPOUT  TO  HAND-ROLLER 

AT  WORKBENCH 

A1  B0  G1  A24  B3  PI  A0  1.00  300. 


TOTAL  TMU  134  0. 


Type  D, EM, CT, EW, EX, L, LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


T 


Please  input  file  <FLOVAL.M34>  ? 


File  Description  ?  FORM  RADIUS  ON  COLLAR  FOR  FLAT  OVAL 


Output  to  line-printer  <Y  or  N>  ?  N 

(  39?  3) 

FIT  .Wll  FLOVAL .  M3 4 

FORM  RADIUS  ON  COLLAR  FOR  FLAT  OVAL  WITH  ROLL  FORMER  (ROLLER)  AT 
SHEETMETAL  SHOP 

PER  FLAT  OVAL  OFG :  4  14 -APR-8 3 

NASSCO  SHEETMETAL  SHAPE  11 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15 '  TO  12 ' X10 '  FLAT  OVAL  25 'L 
FITTER  BEGINS  AT  WORKBENCH 


1  POSITION  SHEETMETAL2  FROM  CART  AT  WORKBENCH  TO 
HAND-ROLLER  AT  WORKBENCH  WITH  4  STEPS  F  2 


A1  BO 

G1 

A6 

BO 

F  6 

AO 

2.00 

280 

2  FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL2  AT  HAND-ROLLER  AT 

WORKBENCH  5  SPINS  USING  FINGERS 

F  6 

A1  BO  G1  A1  BO  FI 

F10 

AO 

BO 

PO 

AO 

6.00 

840 

3  CRANK  HAND-ROLLER  AT  WORKBENCH  3 

REVS  USING 

HAND 

F  6 

A1  BO 

G1 

M6 

XO 

10 

AO 

6.00 

480 

4  REPLACE  SHEETMETAL2  FROM  HAND-ROLLER 

AT 

WORKBENCH  TO 

CART  AT  WORKBENCH  WITH  4  STEPS 

F  2 

A1  BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

5  MOVE  CART  WITH  SHEETMETAL2  FROM 

WORKBENCH  TO 

CORNICEBRAKE 

A1  BO 

G1 

A32 

BO 

PI 

AO 

1.00 

350 

TOTAL  TMU  2170 

Type  D, EM, CT, EW, EX, L, LD, LS, H,  T,  W  <or  H  for  help>  ? 


32)6  2 


N 


(  39,  3) 

FIT  '  .Wll  FLOVAL .  M3 5 

BEND  RADIUS  FOR  FLAT  OVAL  WITH  CORNICE  BRAKE  AT  SHEETMETAL  SHOP 
ER  FLAT  OVAL  OFG :  4  2 2 -APR- 8 3 

NASSCO  SHEETMETAL  SHAPE  11 

*  HULL  414 

*  DRAWING  501-072 

*  V2-72003 

*  V6-3941 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15 '  TO  12 ' X10 '  FLAT  OVAL  25 'L 
FITTER  BEGINS  AT  CORNICEBRAKE 

1  POSITION  SHEETMETAL2  FROM  CART  AT  CORNICEBRAKE  TO 
CORNICEBRAKE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00  280. 

2  OPERATE  CORNICEBRAKE-LEVER  PROCESS  F  36 

A1  B0  G1  M6  X42  IO  A0  36.00  18000. 

3  POSITION  SHEETMETAL2  FROM  CORNICEBRAKE  TO  CORNICEBRAKE 
F  2 

A1  B0  G1  A1  B0  P  6  A0  2.00  180. 

4  OPERATE  CORNICEBRAKE-LEVER  PROCESS  F  36 

A1  B0  G1  M6  X42  IO  A0  36.00  18000. 

5  REPLACE  SHEETMETAL2  FROM  CORNICEBRAKE  TO  CART  AT 

CORNICEBRAKE  WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00  220. 

6  MOVE  CART  WITH  SHEETMETAL2  FROM  CORNICEBRAKE  TO 

WORKTABLE 

A1  B0  G1  A54  B3  PI  A0  1.00  600. 


TOTAL  TMU  37280, 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help>  ? 


T 


Please  input  file  <FLOVAL.M36>  ? 


File  Description  ?  ASSEMBLE  FLAT  OVAL 
Output  to  line-printer  <Y  or  N>  ?  N 

(  39?  3) 

FIT  '  .Wll  FLOVAL.M36 

ASSEMBLE  SHEETMETAL  PARTS  FOR  FLAT  OVAL  WITH  RIVET  GUN  AT 
SHEETMETAL  SHOP 

PER  FLAT  OVAL  OFG :  4  2 2 -APR- 8 3 

NASSCO  SHEETMETAL  SHAPE  11 

*  HULL  414 

*  DRAWING  501-072 

*  V2-72003 

*  V6-3941 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15 '  TO  12'XIO'  FLAT  OVAL  25 'L 

*  COMPLETE  RIVETING  AFTER  WELDING  COLLAR 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  POSITION  SHEETMETAL2  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS 

A1  BO  G1  A3  B0  P6  AO  1.00  110. 

3  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  FI  AO  (2)  1.00  140. 

4  FASTEN  5 . 32DRILL-BIT  TO  DRILLMOTOR  AT  WORKTABLE  WITH  3 

WRIST-TURNS  USING  CHUCKKEY  AND  ASIDE 


A1  BO 

G1 

A1  BO  P3 

F  6 

A1 

BO 

PI 

A0 

1.00 

140. 

5 

OPERATE  DRILLMOTOR  AT 

WORKTABLE 

PROCESS 

F  2 

A1  BO 

G1 

M6 

X6 

10 

A0 

2.00 

280. 

6 

POSITION  RIVET 

FROM 

WORKTABLE 

TO 

SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO 

G1 

A1 

BO 

P  6 

A0 

2.00 

180. 

7 

OPERATE  RIVETGUN 

PROCESS  F  2 

A1  BO 

G1 

M6 

X3 

10 

A0 

2.00 

§ID  • 

TOTAL  TMU  1290. 

7/  /  9° 


Type  D, EM, CT, EW, EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  <FLOVAL.M37> 


9 


file  Description  ?  TACK  WELD  COLLAR  TO  FLAT  OVAL 
Output  to  line-printer  <Y  or  N>  ?  N 

(  39?  3) 

FIT  '  .Wll  FLOVAL . M3 7 

TACK  WELD  COLLAR  ON  FLAT  OVAL  WITH  TACK  WELDER  AT  SHEETMETAL  SHOP 
PER  FLAT  OVAL  OFG :  4  25-APR-83 

NASSCO  SHEETMETAL  SHAPE  11 

*  HULL  414 

*  DRAWING  501-072 

*  V2-72003 

*  V6-3941 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15 '  TO  12 ' X10 '  FLAT  OVAL  25 'L 

*  HOLD  COLLAR  IN  PLACE  WITH  VISEGRIPS 

*  AFTER  THIS  ANALYSIS-MOVE  TO  WELD  AREA 

*  WELD  ASSEMBLY  WITH  FLOVAL. M38 
FITTER  BEGINS  AT  WORKTABLE 


1  MOVE  SHEETMETAL2  ,  VISEGRIPS  ,  FROM  WORKTABLE  TO 
WELDOUT 


A1  BO 

G1 

A54  B3 

FI 

A0 

1.00 

600 

2 

POSITION  SHEETMETAL2  FROM  TABLE 

AT  WELDOUT  TO 

SHEETMETAL2  AT  WELDOUT  WITH  4 

STEPS 

F  2 

A1  BO 

G1 

A6  BO 

P  6 

A0 

2.00 

280 

3 

GRIP  SHEETMETAL2  TO  SHEETMETAL2 

AT  WELDOUT  USING 

VISEGRIPS  AT  WELDOUT  AND  ASIDE 

PF  8 

(456 

7  ) 

A1  BO  G1  ( A1  BO  P3 

Cl 

) A1-B0 

pi 

A0 

(8)  1.00 

440 

4 

OPERATE  TACKWELDER  AT  WELDOUT  PROCESS  F  20 

A1  BO 

G1 

M6  X3 

IO 

A0 

20.00 

2200 

5 

MOVE  VISEGRIPS  ,  SHEETMETAL2  , 

FROM 

WELDOUT 

TO 

WORKTABLE 

A1  BO 

G1 

A54  B3 

FI 

A0 

1.00 

600 

TOTAL  TMU  4120 

Type  D, EM, CT, EW, EX, L, LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


7^3JO 


File  Description  ?  WELD  FLAT  OVAL 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

WELD  '  .W01  FLOVAL . M3 8 

WELD  FLAT  OVAL  WITH  TIG-WELDER  AT  SHEETMETAL  SHOP  WELDING  BOOTH 
PER  FLAT  OVAL  OFG :  4  21-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  11 

*  HULL  414 

*  DRAWING  501-072 

*  V2-7203 

*  V6-3941 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15 '  TO  12 ' X10 '  FLAT  OVAL  25 'LG  Q) 

*  WELDING  DONE  IN  WELD  AREA  BOOTH  ° 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORT  SHEETMETAL  ASSEMBLY 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  FITTER  MOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS 

A1  B0  G1  A6  B0  P3  AO  1.00  110. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32  1.00  370. 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  ON  AT  WELDMACHINES 

A1  BO  G1  Ml  XO  10  A1  1.00  40. 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 

WRIST-TURN  USING  HAND 

A1  BO  G1  A1  BO  PI  F3  AO  BO  PO  AO  1.00  70. 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  10  A1  1.00  60. 

8  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  5 

A3  B3  G1  A1  BO  P6  AO  5.00  700. 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  4 

A1  BO  G1  Ml  X10  10  AO  4.00  520. 

10  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  4 

A1  B0  G1  A1  BO  P  6  AO  4.00  360. 

11  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  5 

A1  BO  G1  Ml  XO  10  A1  5.00  200. 

12  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  5 

A1  BO  G1  A1  B6  P  6  AO  5.00  750, 

13  OPERATE  WELD  STINGER-BUTTON1  PROCESS  F  10 

A1  BO  G1  M6  X81  10  AO  10.00  8900, 

14  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  5 

A1  BO  G1  Ml  XO  10  A1 


5.00 


200  . 


A  3  3  8 / 

15  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 

ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
PF  10(4567) 

A1  BO  G1  ( A1  BO  PI  CIO  )  A1  BO  PI  AO  (10)  1.00 

16  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4  STEPS 

A1  B0  G1  A6  B0  P3  A0  1.00 

17  FITTER  MOVE  CART  FROM  WELDTABLE  TO  WORKTABLE 

A1  B0  G1  A131B0  PI  A0  1.00 


TOTAL  TMU 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  T,  W  <or  H  for  help>  ? 


1240 

110 

1340 

16450 


T 


Please  input  file  <FLOVAL.M39>  ? 


File  Description  ?  RIVET  FLAT  OVAL  ASSEMBLY 
Output  to  line-printer  <Y  or  N>  ?  N 

(  39?  3) 

FIT  '  •  Wll  FLOVAL.M39 

RIVET  SHEETMETAL  FOR  FLAT  OVAL  ASSEMBLY  WITH  RIVET  GUN  AT 
SHEETMETAL  SHOP 

PER  FLAT  OVAL  OFG:  4  25-APR-83 

NASSCO  SHEETMETAL  SHAPE  11 

*  HULKL  414 

*  DRAWING  501-072 

*  V2-72003 

*  V6-3941 

*  18  GAUGE  GALV.  SHEETMETAL 

*  15 ' X15  TO  12 ' X10  '  FLAT  OVAL  25 'L 

*  SEAL  SEAMS  AND  RIVETS  WITH  SEALANT 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00  280. 

2  MARK  RIVET  HOLES  ON  SHEETMETAL  FROM  RIVET-HOLE-GUIDE  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
A3TDF  PF  3?  C  4  S  7  ) 

A1  BO  G1  (R1  BO  PI  R3  )  A1  BO  PI  A0  (32)  1.00  1640. 

3  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  32 

A1  BO  G1  A3  BO  P6  AO  32.00  3520. 

4  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  32 

A1  BO  G1  M6  X6  10  AO  32.00  4480. 

5  POSITION  RIVET  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  32 

A1  BO  G1  A3  BO  P6  AO  32.00  3520. 

6  OPERATE  RIVETGUN  AT  WORKTABLE  PROCESS  F  32 

A1  B0  G1  M6  X3  10  A0  32.00  3520. 

7  GRIP  SEALANT  TO  SHEETMETAL  AT  WORKTABLE  USING 

CAULKINGGUN  AND  ASIDE  PF  10  (4567) 

A1  BO  G1  ( A1  B0  P3  Cl  )  A1  B0  PI  A0  (10)  1.00  540. 

8  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

A0  B0  GO  A0  B0  P0  T10  A0  B0  P0  A0  1.00  100. 


TOTAL  TMU  17600, 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


JZ;9/o 


£a&. _ 

MAA£.  out 
v/eu? 

~Tof4L 


?  /?,  2JL  O _ /  9  /V/As, 

z/}  c  yo _ 

1  )  F~7  6  7  A1W 


C  f  460 


'3?  MW- 


File  Description  ?  MARK  OUT  FLAT  OVAL  TO  SQUARE  CORNER 
Output  to  line-Printer  <Y  or  N>  ?  N 


(  399  1) 

FIT  .Wll  F02SQC.M50 

MARK  OUT  FLAT  OVAL  TO  SQUARE  CORNER  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  FLAT  OVAL  OFG :  4  2 4 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  11 

*  11  GAUGE  GALV.  SHEETMETAL 

*  10 'X5'  SQUARE  TO  FLAT  OVAL 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00 

2  PLACE  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATES  AT  WORKTABLE 

WITH  4  STEPS  F  6 

A1  BO  G1  A6  BO  P3  AO  6.00 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567 

) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  32 

A1  BO  G1  A3  BO  P6  AO  32.00 

5  FASTEN  CPUNCH  TO  TEMPLATE  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  32  (4567) 

A1  BO  G1  (A1  BO  PO  F3  )  A1  B0  PI  AO  (32)  1.00 

6  REPLACE  WEIGHTS  FROM  TEMPLATES  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  6 

A1  BO  G1  A6  BO  P3  AO  6.00 

7  REPLACE  TEMPLATES  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  18  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (18)  1.00 

3  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AND  ASIDE  PF  52  (45 

6  7  ) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (52)  1.00 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKFEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  GO  (52)  1.00 

11  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  F  4 

A1  BO  G1  A1  BO  PI  M3 2  A1  BO  PI  AO  4.00 

12  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (4)  1.00 

13  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  3 

A1  BO  G1  A1  BO  F  6  AO  3.00 

14  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  3  ( 


140 

660 

1120 

3520 

1320 

660 

220 

3280 

2640 

2640 

1520 

240 

270 


1.00 


580. 


f’eaSG.c  rtso 

4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (3) 

15  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  3  DIGITS 

USING  REDFEN  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  BO  G1  ( A1  BO  PI  RIO  )  A1  BO  PI  AO  (3)  1.00  4  0  0. 

16  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  14  (4567) 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (14)  1.00  740. 

17  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  12  (4567 


A1  BO  G1  (A1 

BO 

PI 

R3 

)A1 

BO 

PI 

AO  (12) 

1.00 

640 

PLACE 

SHEETMETAL  FROM  WORKTABLE 

TO 

CART 

AT 

WORKTABLE 

WITH 

4  STEPS  F  2 

A1 

B0 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

MOVE 

CART  FROM  WORKTABLE 

TO 

14FT 

.  SHEAR 

A1 

BO 

G1 

A81 

BO 

PI 

AO 

1.00 

840 

TOTAL  TMU  21650. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  FLAT  OVAL  TO  SQUARE  CORNERS 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  F02SQC.M51 

SHEAR  SHEETMETAL  FOR  FLAT  OVAL  TO  SQUARE  CORNERS  WITH  14FT. SHEAR 
AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  OFG :  4  2  4 -MAY- 8  3 

NASSCO  SHEETMETAL  SHAPE  11 

*  11  GAUGE  GALV.  SHEETMETAL 

*  10'X5'  SQUARE  TO  FLAT  OVAL 

*  SHEAR  1  1/2'  STRIPS  FOR  RADIUS  — 

*  —  COLLAR  ON  FLAT  OVAL 
FITTER  BEGINS  AT  14FT. SHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  14FT. SHEAR  TO 
14FT. SHEAR  WITH  4  STEPS  F  2 


A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  14FT . SHEAR-FOOTPEDAL  PROCESS  F 

3 

A1  BO  G1 

Ml 

X3 

10 

AO 

2.00 

120 

3 

POSITION  SHEETMETAL  FROM  14FT. SHEAR 

TO 

14FT 

.SHEAR  WITH 

4  STEPS  F  13 

A1  BO  G1 

A6 

BO 

P  6 

AO 

13.00 

1820 

4 

PUSH  14FT . SHEAR-FOOTFkDAL  PROCESS  F 

13 

A1  BO  G1 

Ml 

X3 

10 

AO 

13.00 

780 

5 

REPLACE  SHEETMETAL  FROM  14FT. SHEAR 

TO  CART 

AT 

14FT. SHEAR  WITH  4  STEPS  F  2 

A1  BO  G1 

A6 

BO 

P3 

AO 

2.00 

220 

6 

MOUE  CART  FROM  14FT. SHEAR  TO  WORKTABLE 

A1  BO  G1 

A81 

B3 

PI 

AO 

1.00 

870 

TOTAL  TMU  4090 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  CUT  RADIUS  FOR  FLAT  OVAL  TO  SQUARE  CORNERS 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  F02SQC.M52 

CUT  RADIUS  FOR  FLAT  OVAL  TO  SRUARE  CORNERS  WITH  SABER-SAW  AT 
SHEETMETAL  SHOP 

PER  FLAT  OVAL  OFG :  4  2 4 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  11 

*  1.1  GAUGE  GALV.  SHEETMETAL 

*  10'X5'  SQUARE  TO  FLAT  OVAL 

*  CUT  RADIUS  &  CORNERS  WITH  SABER  SAW 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  F  2 


A1  BO 

G1  A6  BO 

P3 

AO 

2.00 

220 

2 

MOVE 

SABER-SAW2  FROM 

TOOLROOM  TO 

WORKTABLE 

A96  BO 

G1  A96  B3 

PI 

AO 

1.00 

1970 

3 

OPERATE  SABER-SAW  AT 

WORKTABLE  PROCESS  F  4 

A1  BO 

G1  M6  X67 

10 

AO 

4.00 

3000 

4 

PLACE 

SHEETMETAL  FROM 

WORKTABLE 

TO  CART  AT  WORKTABLE 

WITH 

4  STEPS  F  2 

A1  BO 

G1  A6  BO 

P3 

AO 

2.00 

220 

5 

MOVE 

CART  FROM  WORKTABLE  TO  1 4FTHYDROPRESSBRAKE 

A1  BO 

G1  A96  BO 

PI 

AO 

1.00 

990 

TOTAL  TMU  6400 


/Of  ?<? 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  BEND  RADIUS  FOR  FLAT  OVAL  TO  SQUARE  CORNERS 
Output  to  line-Printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  F02SQC.M53 

BEND  RADIUS  FOR  FLAT  OVAL  TO  SQUARE  CORNERS  WITH 
14FT .  HYDRO-PRESS-BRAKE  AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  OFG :  4  2 4 -MAY- 8 3 

NASSCO  SHEETMETAL  SHAPE  11 

*  11  GAUGE  GALV.  SHEETMETAL 

*  100 '  X5 '  SQUARE  TO  FLAT  OVAL 

*  BEND  RADIUS  FOR  FLAT  OVAL 

FITTER  BEGINS  AT  14FTHYBR0PRESSBRAKE  ' 

1  POSITION  SHEETMETAL 2  FROM  CART  AT  1 4FTHYDROFRESSBRAKE 

TO  14FTHYDROPRESSBRAKE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO 

2  PUSH  14FTHYDROPESSBRAKE-FOOTPEDAL  PROCESS  F  2 

A1  BO  G1  Ml  X24  10  AO 

3  POSITION  SHEETMETAL  FROM  1 4FTHYDROPRESSBRAKE  TO 

14FTHYDROPRESSBRAKE  F  30 

A1  BO  G1  A1  BO  P  6  AO 

4  PUSH  14FTHYDROPESSBRAKE-FOOTPEDAL  PROCESS  F  30 

A1  BO  G1  Ml  X24  10  AO 

5  REPLACE  SHEETMETAL  FROM  1 4FTHYDROPRESSBRAKE  TO  CART  AT 

14FTHYDROPRESSBRAKE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

6  MOVE  CART  FROM  1 4FTHYDROPRESSBRAKE  TO  ROLLER 

A1  BO  G1  A54  BO  PI  AO 


TOTAL  TMU  12410. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


O 


File  Description  ?  FORM  COLLAR  FOR  FLAT  OVAL  TO  SQUARE  CORNERS 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  F02SQC.M54 

FORM  COLLAR  FOR  FLAT  OVAL  TO  SQUARE  CORNERS  WITH 
ROLLER  (ROLL  FORMER)  AT  SHEETMETAL  SHOP 

PER  FLAT  OVAL  OFG:  4  2  4 -MAY- 8  3 

NASSCO  SHEETMETAL  SHAPE  11 

*  11  GAUGE  GALV.  SHEETMETAL 

*  10'X5'  FLAT  OVAL  TO  SQUARE  CORNERS 

*  ROLL  UP  RADIUS  COLLARS  FOR  FLAT  OVAL 

*  COMPLETE  IN  WELD  BOOTH  AREA 

*  SEE  MWELD . . . .F02SQC.M55 
FITTER  BEGINS  AT  ROLLER 


1  POSITION  SHEETMETAL  FROM  CART  AT  ROLLER  TO  ROLLER  WITH 
4  STEPS 


A1  BO  G1 

A6 

BO 

P  6 

AO 

1.00 

140 

2 

FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL  AT 

’  ROLLER 

3 

WRIST-TURNS  USING  HAND 

A1  BO  G1  A1  BO  PI  F  6 

AO 

BO 

PO 

AO 

1.00 

100 

3 

PUSH  ROLLER-BUTTON  PROCESS  F  3 

A1  BO  G1 

Ml 

X96 

10 

AO 

8.00 

7920 

4 

POSITION  SHEETMETAL  FROM  ROLLER  TO 

SHEETMETAL 

AT 

ROLLER  F  4 

A1  BO  G1 

A1 

BO 

P  6 

AO 

4 . 00 

360 

5 

REPLACE  SHEETMETAL  FROM  ROLLER  TO  CART  AT  ROLLER  WITH 

4  STEPS  F  2 

A1  BO  G1 

A6 

BO 

P3 

AO 

2.00 

220 

6 

MOVE  CART  FROM  ROLLER  TO  WORKTABLE 

A1  BO  G1 

A54 

B3 

PI 

AO 

1.00 

600 

TOTAL 

TMU 

9340 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


F02SQC.M55 


File  Description  ?  WELD  SQUARE  TO  FLAT  OVAL 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,101) 

WELD  .WOl  F02SQC.M55 

WELD  square  To  FLAT  OVAL  WITH  ARC  (STICK)  WELDER  AT  SHEETMETAL 
SHOP  WELDING  BOOTH 

PER  SQUARE  TO  FLAT  OVAL  OFG :  4  22-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  11 

*  11  GAUGE  GALV.  SHEETMETAL 

*  10X5  SQUARE  TO  FLAT  OVAL  20 'L  fC 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 


1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

2  FITTER  MOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  X0  10  A32 

5  weldor  turn  CURRENT  OUTPUT  control  levEr  FROm  OFf  At 

WELDMACHINES  TO  AT  WELDMACHINES 

A1  BO  G1  M3  X0  10  A1 

6  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  4 

A3  B3  G1  A1  B0  P6  A0 

7  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  4 

A1  B0  G1  Ml  X10  10  A0 

8  WELDOR  FASTEN  WELDROD  TO  STINGER  AT  WELDTABLE  1 

WRIST-TURN  USING,  HAND  F  12 

A1  B0  G1  A1  B0  PI  F3  A0  B0  P0  A0 

9  FULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  12 

A1  B0  G1  Ml  X0  10  A1 

10  WELDOR  POSITION  STINGER  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  12 

A1  B0  G1  A1  B0  P  6  A0 

11  OPERATE  WELD  STINGER-BUTTON2  AT  WELDTABLE  F  9 

A1  B0  G1  M6  X0  10  A0 

12  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  12 

A1  B0  G1  Ml  X0  10  A1 

13  WELDOR  LOOSEN  SLAG  FROM  SHEETMETAL  ASSEMBLY  AT 

WELDTABLE  6  STRIKES  USING  SLAGHAMMER  AT  WELDTABLE  AND 
ASIDE  PF  5  (4567) 

A1  B0  G1  ( A1  B0  P0  LI 6  )  A1  B0  PI  A0  (5) 

14  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 

ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
1  8  (4  5  6  7) 

A1  B0  G1  ( A1  B0  PI  CIO  )  A1  B0  PI  A0  (18) 

15  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  Al- 


2.00 

1.00 

2.00 

1.00 

1.00 

4.00 

4.00 

12.00 

12.00 

12.00 

9.00 

12.00 

1.00 

1.00 


220. 

1370. 

Zl 0  • 

370. 

60. 

560. 

520. 

340. 

480. 

1030. 

720. 

430. 

890. 

2200. 


3/  ///V. 
/J  //1/kJ 

4 4  M'tf. 


ZjCl 
€  &  6_ 
7S  a 


File  Description  ?  MARK  OUT  CHEEKS  FOR  QGffc 

Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  OGEE  . M40 

MARK  OUT  CHEEKS  FOR  OGEE  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  OGEE  OFG :  4  12-MAY-83 

NASSCO  SHEETMETAL  SHAPE  12 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 ' X20 ' L  OGEE  /  OFFSET  5' 

*  MARK  OUT  CHEEKS  WITH  TEMPLATE. 

FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATES  AT 

WORKTABLE  WITH  3  STEPS  F  4 

A1  BO  G1  A6  BO  P6  AO  4.00 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567 

) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

WITH  2  STEPS  F  8 

A1  BO  G1  A3  BO  P6  AO  8.00 

5  FASTEN  CFUNCH  TO  TEMPLATE  AT  WORKTABLE  1  STRIKE  USING 
HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (8)  1.00 

6  REPLACE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 
WITH  2  STEPS  F  4 

A1  B0  G1  A3  BO  P3  AO  4.00 

7  REPLACE  TEMPLATES  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  B0  P3  AO  2.00 

8  MARK  CUT  LINE  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  (A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKFEN  AT  WORKTABLE  AND 
ASIDE  PF  44  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (44)  1.00 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (52)  1.00 


TOTAL  TMU 


280. 

560. 

1120. 

880. 

360. 

320. 

160. 

1120. 

2240, 

2640. 

9680. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  MARK  OUT  WRAPPERS  FOR  OGEE 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  OGEE  . M41 

MARK  OUT  WRAPPERS  FOR  OGEE  OFFSET  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  OGEE  OFG:  4  12-MAY-83 

NASSCO  SHEETMETAL  SHAPE  12 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8  ' X8 ' X20 ' L  OGEE  OFFSET  5' 

*  MARK  OUT  WRAPPERS  WITHOUT  TEMPLATES 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (4)  1.00  1400. 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (4)  1.00  240. 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00  360. 

4  MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  5  DIGITS 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (4)  1.00  760. 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  F  8 

A1  BO  G1  A1  BO  P  6  AO  8.00  720. 

6  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  8  (4567 

) 

A1  BO  G1  ( A1  BO  PI  R6  )  A1  BO  PI  AO  (8)  1.60  680. 

7  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  11  (4567) 

AL  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (11)  1.90  2020. 

8  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  44  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (44)  1.00  2240. 

9  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (52)  1.00  2640. 

10  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

11  MOUE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO  1.00  700. 


TOTAL  TMU  11980. 


Type  D,  EM,  CT,  EW,  EX,  L,  ID,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  OGEE 


f'^'^lutput  to  line-printer  <Y  or  N>  ?  N 

(  39,  1) 

FIT  .Wll  OGEE  . M42 

.  SHEAR  SHEETMETAL  FOR  OGEE  OFFSET  WITH  SMALL  8FT .  SHEAR  AT 
SHEETMETAL  SHOP 

PER  OGEE  OFG :  4  12-MAY-83 

NASSCO  SHEETMETAL  SHAPE  12 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8'X8'X20aL  OGEE  OFFSET  5' 

*  SHEAR  1'  SPACER  STRIPS  FOR  PITTSBURGH — 

*  —LOCKS 

FITTER  BEGINS  AT  SMALLSHEAR 

1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH 

FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  2 

A1 

BO 

G1 

Ml 

X6 

10 

AO 

2.00 

180 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO  ; 

SMALLSHEAR  F  14 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

14.00 

1.260 

4 

PUSH 

FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  2 

A1 

BO 

G1 

Ml 

X6 

10 

AO 

2.00 

180 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  10  STEPS  F  2 

A1 

BO 

G1 

A16 

BO 

P3 

AO 

2.00 

420 

6 

MOUE 

CART  WITH  SHEETMETAL  FROM 

SMALLSHEAR  TO  WORKTABLE 

A1 

BO 

G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL  TMU  3050. 


i 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help_>  ? 


File  Description  ?  SHEAR  RADIUS  ON  CHEEKS  FOR  OGEE 

I  Output  to  line-printer  <Y  or  N>  ?  N 

(  39,  1) 

FIT  ,W11  OGEE  .  M43 

SHEAR  RADIUS  ON  CHEEKS  FOR  OGEE  WITH  UNI-SHEAR  AT  SHEETMETAL  SHOP 
PER  OGEE  OFG:  4  12-MAY-83 

NASSCO  SHEETMETAL  SHAPE  12 

*  22  GAUGE  GALV.  SHEETMETAL 

*  3  '  X8  '  X20”L  OGEE  /  OFFSET  5' 

*  BEND  UP  ONE  CORNER  ON  CHEEK  EDGE — 

*  — WITH  VISEGRIPS  FOR  EASY  ENTRY  IN — 

— EDGE  ROLLING  MACHINE 

FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS 


A1 

BO 

G1  A6  BO 

P3 

AO 

1.00 

110. 

MOUE  UNISHEAR2  FROM 

TOOLROOM 

TO 

WORKTABLE 

A9  6 

BO 

G1  A96  B3 

PI 

AO 

1.00 

1970. 

OPERATE  UNI SHEAR  AT 

WORKTABLE 

PROCESS  F  8 

A1 

BO 

G1  M6  X17310 

AO 

8.00 

14480; 

4  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 
SNIPS  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 


A1  BO  G1  ( A1  BO  P3  C3  )  A1  BO  PI  AO  (16)  1.00  1160. 

5  FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  ON  SHEETMETAL  AT 

WORKTABLE  3  STRIKES  USING  HAMMER  AT  WORKTABLE  AND 
ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  P0  F 6  )  A1  BO  PI  AO  (16)  1.00  1160, 

6  GRIP  AND  TWIST  SHEETMETAL  [CHEEK  CORNER  EDGE]  1  TWIST 

USING  VISEGRIPS  AT  WORKTABLE  AND  ASIDE  PF  4  (4567 

A1  B0  G1  ( A1  B0  P3  Cl  )  A1  B0  PI  A0  (4)  1.00  240. 

7  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00  220. 

8  MOUE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  LAPOUT 

A1  B0  G1  A54  B0  PI  A0  1.00  570. 


TOTAL  TMU  19910, 


Type  D, EM, CT, EW, EX, L, LB, LS, M, T, W  <or  H  for  help>  ? 


36  o 


File  Description  ?  FORM  LAP  ENDS  FOR  OGEE 
Output  to  line-Printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  •  Wll  OGEE  .  M44 

FORM  LAP  ENDS  FOR  OGEE  OFFSET  WITH  LAPOUT  AT  SHEETMETAL  SHOP 
PER  OGEE  OFG:  4  12-MAY-83 

NASSCO  SHEETMETAL  SHAPE  12 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 ' X20 ' L  OGEE  /  OFFSET  5' 

FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  4 


A1  BO 

G1 

A6 

BO  P3 

AO 

4.00 

440 

2 

PUSH 

LAPOUT-SWITCH  PROCESS  F  4 

A1  BO 

G1 

Ml 

X16  10 

AO 

4.00 

760 

3 

PUSH 

AND  GUIDE  SHEETMETAL2 THROUGH  LAPOUT 

WITH  4 

STEPS 

A6  BO 

G1 

Ml 

XO  13 

AO 

1.00 

110 

4 

REPLACE  SHEETMETAL2  FROM  LAPOUT 

TO 

CART  AT  LAPOUT  WITH 

4  STEPS  F  4 

A1  BO 

G1 

A6 

BO  P3 

AO 

4.00 

440 

5 

MOVE 

CART  WITH  SHEETMETAL  FROM 

LAPOUT  TC 

)  EDGER 

A1  BO 

G1 

A16 

BO  PI 

AO 

1.00 

190 

TOTAL  TMU  1940 


Type  D, EM, CT, EW, EX, L, LU, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  FORM  90  DEGREE  EDGE  ON  CHEEKS  FOR  OGEE 


j  £•  Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  OGEE  .  M45 

FORM  90  DEGREE  EDGE  ON  CHEEKS  FOR  OGEE  OFFSET  WITH 
EDGER  (ROTARY  MACHINE)  AT  SHEETMETAL  SHOP 

PER  OGEE  OFG:  4  12-MAY-83 

NASSCO  SHEETMETAL  SHAPE  12 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8  '  X8  '  X20”L  OGEE  /  OFFSET  5' 

FITTER  BEGINS  AT  EDGER 


1  POSITION  SHEETMETAL  FROM  CART  AT  EDGER  TO  EDGER  WITH  4 
STEPS  F  2 


A1  BO  G1  A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  EDGER-SWITCH  PROCESS  F  4 

A1  BO  G1  Ml 

X42 

10 

AO 

4.00 

1800 

3 

PUSH  AND  GUIDE 

A 

SHEETMETAL  THROUGH  EDGER 

WITH 

3 

STEPS  F 

4 

A6  BO  G1  Ml 

X0 

13 

AO 

4.00 

440 

4 

REPLACE  SHEETMETAL  FROM  EDGER  TO  CART  AT 

’  EDGER 

WITH  4 

STEPS  F  2 

A1  BO  G1  A6 

BO 

P3 

AO 

2.00 

220 

5 

MOVE  CART  WITH 

SHEETMETAL  FROM  EDGER  TO 

PITTSBURGH 

A1  BO  G1  A16 

BO 

PI 

AO 

1.00 

190 

TOTAL  TMU  2930 


£7,8  1° 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  FORM  PITTSBURGH  LOCKS  FOR  OGEE 
f  "^Output-  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  OGEE  . M46 

FORM  PITTSBURGH  LOCKS  FOR  OGEE  OFFSET  WITH  PITTSBURGH  MACHINE  AT 
SHEETMETAL  SHOP 

PER  OGEE  OFG:  4  12-MAY-83 

NASSCO  SHEETMETAL  SHAPE  12 

*  22  GAUGE  GLAV.  SHEETMETAL 

*  8 ' X8 ' X20 ' L  OGEE  /  OFFSET  5' 

FITTER  BEGINS  AT  PITTSBURGH 

1  PLACE  SHEETMETAL  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

2  PUSH  PITTSBURGH-BUTTON  PROCESS  F  4 

A1  BO  G1  Ml  X32  10  AO 

3  PUSH  AND  GUIDE  SHEETMETAL  THROUGH  PITTSBURGH  WITH  3 

STEPS  F  4 

A6  BO  G1  Ml  XO  13  AO 

4  REPLACE  SHEETMETAL  FROM  PITTSBURGH  TO  CART  AT 

PITTSBURGH  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

5  MOVE  CART  WITH  SHEETMETAL  FROM  PITTSBURGH  TO  WORKTABLE 

A1  BO  G1  A54  B3  PI  AO 


1.00 

4.00 

4.00 

1.00 

1.00 


TOTAL  TMU 


20)4  9° 


no. 

1400. 

440. 

110. 

600. 

2660. 


Type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


I 

I 

! 

5  File  Description  ?  POSITION  SPACERS  IN  PITTSBURGH  LOCKS  FOR  OGEE 

i  ('  ^ utput  to  line-printer  <Y  or  N>  ?  N 

(  39,  1) 

FIT  .Wll  OGEE  . M47 

POSITION  SPACERS  IN  PITTSBURGH  LOCKS  FOR  OGEE  OFFSET  WITH  HAMMER 
AT  SHEETMETAL  SHOP 

PER  OGEE  OFG:  4  12-MAY-83 

NASSCO  SHEETMETAL  SHAPE  12 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 ' X20 '  OGEE  OFFSET  5' 

FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  FASTEN  [FLATTEN]  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PO  F  6  )  A1  BO  PI  AO  (8)  1.00  600. 

3  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P6  AO  4.00  360. 

4  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (8)  1.00  360. 

5  PLACE  MASKING-TAPE  TO  SHEETMETAL  AT  WORKTABLE  F  8 

A1  BO  G1  A1  BO  P3  AO  8.00  480. 

;  6  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  ROLLER 

.  A1  BO  G1  A54  BO  PI  AO  1.00  570. 


TOTAL  TMU  2590. 


Type  B, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  FORM  RADIUS  ON  WRAPPERS  FOR  OGEE 

''""^Output  to  line-printer  <Y  or  N>  ?  N 

(39,  1) 

FIT  •  Wll  OGEE  .  M48 

FORM  RADIUS  ON  WRAPPERS  FOR  OGEE  OFFSET  WITH  HAND-ROLLER  AT 
SHEETMETAL  SHOP 

PER  OGEE  OFG :  4  12-MAY-83 

NASSCO  SHEETMETAL  SHAPE  12 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 1 X8 ' X20 1 L  OGEE  /  OFFSET  5' 

FITTER  BEGINS  AT  WORKBENCH 


1  PLACE  SHEETMETAL  FROM  FITTER  AT  WORKBENCH  TO 
HAND-ROLLER  AT  WORKBENCH  WITH  3  STEPS 


A1  BO 

G1 

A6  BO 

P3 

AO 

1.00 

110 

2 

FASTEN  BOLT  [ROLLS] 

TO  SHEETMETAL  AT 

HAND-ROLLER  AT 

WORKBENCH  5  SPINS  USING  HAND  F 

3 

A1  BO  G1 

A1  BO  PI 

F10 

AO  BO 

PO 

AO 

3.00 

420 

3 

CRANK  HAND-ROLLER  AT 

WORKBENCH  3 

REVS 

USING 

HAND 

F  6 

A1  BO 

G1 

M6  XO 

10 

AO 

6.00 

480 

4 

POSITION  SHEETMETAL 

[WRAPPERS]  : 

FROM 

HAND-ROLLER 

AT 

WORKBENCH  TO  SHEETMETAL  [CHEEK] 

AT  WORKBENCH  WITH  3 

STEPS 

A1  BO 

G1 

A6  B3 

P  6 

AO 

1.00 

170 

5 

MOVE  SHEETMETAL2  FROM  HAND-ROLLER  AT 

WORKBENCH  TO 

WORKTABLE 

A67  B3 

G1 

A67  B3 

PI 

AO 

1.00 

1420 

TOTAL  TMU  2600 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  helP>  ? 


36,  680 


File  Description  ?  ASSEMBLE  CHEEKS  AND  WRAPPERS  FOR  OGEE 

|  ^Jjutput  to  line-printer  <Y  or  N>  ?  N 

(  39,  1) 

FIT  .Wll  OGEE  .  M4  9 

ASSEMBLE  CHEEKS  AND  WRAPPERS  FOR  OGEE  OFFSET  WITH  HAMMER  AT 
SHEETMETAL  SHOP 

PER  OGEE  OFG:  4  12-MAY-83 

NASSCO  SHEETMETAL  SHAPE  12 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 ' X20 ' L  OGEE  /  OFFSET  5' 

*  REMOVE  SPACER  STRIPS  FROM  PITTSBURGH — 

*  — LOCKS  AFTER  ROLLING 
FITTER  BEGINS  AT  WORKTABLE 

1  REPLACE  MASKING-TAPE  FROM  SHEETMETAL  TO  WORKTABLE  F  8 

WITH  2  STEPS 

A1  BO  G1  A3  BO  P3  AO  8.00  640. 

2  LOOSEN  SHEETMETAL  FROM  SHEETMETAL  AT  WORKTABLE  2 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (45 

6  7  ) 

A1  BO  G1  ( A1  BO  PO  L6  )  A1  BO  PI  AO  (8)  1.00  600. 

3  MOVE  BARCLAMP2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

4  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO  2.00  220. 

5  POSITION  BARCLAMP  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  6 

A1  BO  G1  A3  BO  P6  AO  6.00  660. 

6  FASTEN  BARCLAMP  TO  SHEETMETAL  AT  WORKTABLE  3 

WRIST-TURNS  USING  HAND  F  6 

A1  BO  G1  A1  BO  PI  F  6  AO  BO  PO  AO  6.00  f00. 

7  POSITION  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  16 

A1  BO  G1  A1  BO  P  6  AO  16.00  1440. 

8  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  2  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PO  F6  )  A1  BO  PI  AO  (16)  1.00  1160. 

9  FASTEN  SHEETMETAL  TO  SHEETMETAL  4  STRIKES  USING  HAMMER 

AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PO  F10  )  A1  BO  PI  AO  (  16)  1.00  1800. 

10  LOOSEN  BARCLAMP  FROM  SHEETMETAL  AT  WORKTABLE  3 

WRIST-TURNS  USING  HAND  F  6 

A1  BO  G1  A1  BO  PI  L6  AO  BO  PO  AO  6.00  600. 

11  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  17  (4567) 

A1  BO  G1  ( A1  BO  PO  F32  )  A1  BO  PI  A0  (17)  1.00  5650. 

12  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  B0  PO  T10  AO  BO  PO  AO  1.00  100. 


TOTAL  TMU  15440. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


Please  input  file  <OGEE.M20> 


9 


lile  Description  ?  MARK  OUT  CHEEKS  FOR  OGEE 

Output  to  line-printer  <Y  or  N)  ?  N 
(39  3) 

FIT  '  .  wo9  OGEE  ,9 

MARK  OUT  CHEEKS  FOR  OGEE  OFFSET  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  OGEE  OFG:  4  07-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1099 

*  V6-7607 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22  '  X15 ' X33 ' L  OGEE,  OFFSET  8' 

*  MARK  OUT  CHEEKS  WITH  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00  280. 

2  place  2  weighTs  FrOm  WORKTABLE  to  tEmplatEs  at 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

3  MARK  OUTLINE  FROM  TEMPLATES  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (456 
7  ) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00  1120. 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  8 

A1  B0  G1  A6  BO  P6  AO  8.00  1120. 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (8)  1.00  360. 

6  REPLACE  2  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

7  REPLACE  TEMPLATES  FROM  SHEETMETAL  TO  WORKTABLE  WITH  3 

STEPS  F  2 

A1  B0  G1  A6  BO  P3  AO  2.00  220. 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  (A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00  1120. 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  50  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (50)  1.00  2540. 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  50  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  B0  PI  AO  (50)  1.00  2540. 


TOTAL  TMU 


9740. 


Please  inPut  file  <0GEE,M21> 


7 


File  Description  ?  MARK  OUT  WRAPPERS  FOR  OGEE 


Output  to  line-printer  <Y  or  N>  ?  N 


(  39  3) 

FIT  '  .  W09  OGEE 

MARK  OUT  WRAPPERS  FOR  OGEE  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  OGEE  OFG:  4  07-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1099 

*  V6-7607 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 1 X15 ' X33 ' L  OGEE,  OFFSET  8' 

*  MARK  OUT  WRAPPERS  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (4)  i  Q0 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (8)  i  Q0 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  4 

A1  BO  G1  A6  BO  P6  AO  4  00 

4  MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  5  DIGITS 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (4)  i  Q0 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

47 WORKTABLE  WITH  3  STEPS  F  8 

A1  BO  G1  A6  BO  P6  AO  8.00 

6  MARK  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  DIGITS  USING 

AWL  AND  ASIDE  PF  8  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R6  )  A1  BO  PI  AO  (8)  i.oo 

7  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  8 

A1  BO  G1  A6  BO  P6  AO  8.00 

8  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  (A1  BO  P0  F3  )  A1  BO  PI  AO  (8)  i.oo 

9  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2  00 

10  MARK  LINES  FROM  STRAIGHTEDGE  AT  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE 
PF  2  (4567) 

A1  B0  G1  (A1  B0  PI  R16  )  A1  B0  PI  A0  (2)  1<00 

11  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  11  (4567) 

A1  B0  G1  (A1  B0  PI  R16  )  A1  B0  PI  A0  (11)  i.oo 

12  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 


1400 

440 

560 

760 

1120 

680 

1120 

360 

280 

400 

2020 


ASIDE  PF  92  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (92)  1.00  4640. 

13  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567) 


A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52)  1.00 

14  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

15  MOVE  CART  WITH  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO  i-00 


2640. 


220. 

700. 


TOTAL  TMU  17340, 


a^ogo 


Tape •B>EM»CT»EWjEX*L»LB»LS>M»T>W  <or  H  for  help>  ? 


Please  inPut  file  <OGEE.M22> 


XT 


? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  OGEE 


Output  to  line-printer  <Y  or  N>  ?  N 

(  391  3)  _ _ 

FIT  .  w09  OGEE 

SHEAR  SHEETMETAL  FOR  OGEE  WITH  SMALL  8  FT.  SHEAR  AT  SHEETMETAL 

SHOP 

PER  OGEE  OFG:  4  07-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1099 

*  V6-7607 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X15 ' X33 ' L  OGEE,  OFFSET  8' 

*  SHEAR  4,1 'STRIPS  — 
f  FOR  SPACERS  WHEN  ROLLING 

FITTER  BEGINS  AT  SMALLSHEAR 

1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 

SMALLSHEAR  WITH  4  STEPS 

A1  BO  G1  A6  BO  P6  AO 

2  PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

A1  BO  G1  Ml  X6  10  AO 

3  POSITION  SHEETMETAL2F  ROM  SMALLSHEAR  TO  SMALLSHEAR  WITH 
4  STEPS  F  8 

A1  BO  G1  A6  BO  P6  AO 

4  PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS  F  8 

A1  BO  G1  Ml  X6  10  AO 

5  REPLACE  SHEETMETAL2  FROM  SMALLSHEAR  TO  CART  AT 

SMALLSHEAR  -WITH  20  STEPS 

A1  BO  G1  A32  BO  P3  AO 

6  MOVE  CART  WITH  SHEETMETAL2 FROM  SMALLSHEAR  TO  WORKTABLE 

A1  BO  G1  A67  B3  PI  AO 


1.00 

1.00 

8.00 

8.00 

1.00 

1.00 


TOTAL  TMU 


140 

90 

1120 

720 

370 

730 

3170 


Type  D, EM, CT, EW, EX, L, LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


T 


Please  input  file  <OGEE.M23> 


Wle  Description  ?  SHEAR  RADIUS  ON  CHEEKS  FOR  OGEE 


Output  to  line-printer  <Y  or  N>  ?  N 


(39  3) 

FIT  '  .  w09  OGEE 

SHEAR  RADIUS  ON  CHEEKS  FOR  OGEE  WITH  UNI-SHEAR  AT  SHEETMETAL  SHOP 
PER  OGEE  OFG:  4  07-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  HULL  414 

*  DRAWING  501-062 
V2-1099 
V6-7607 

18  GAUGE  GALV.  SHEETMETAL 

*  22  '  X15 ' X33 ' L  OGEE,  OFFSET  8' 

*  TURN  UP  EDGE  CORNERS  ON  CHEEKS  FOR  EDGER 
FITTER  BEGINS  AT  WORKTABLE 


* 

* 

* 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

2  GRIP  SHEETMETAL  AT  WORKTABLE-USING  VISEGRIPS  AND  ASIDE 

P  F  4  (4  5  6  7) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO 

3  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO 

4  OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  F  4 

A1  BO  G1  M6  X173I0  AO 

5  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  WITH  2  STE 

CUTS  USING  SNIPS  AT  WORKTABLE  AND  ASIDE  PF  16  (45 
7  ) 

A1  BO  G1  (A3  BO  P3  C3  )  A1  BO  PI  AO 

6  FASTEN  [FLATTEN]  SHEETMETAL  AT  WORKTABLE  2  STRIKES 

USING  HAMMER  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  P0  F 6  )  A1  BO  PI  AO 

7  GRIP  AND  TWIST  EDGES  ON  CHEEKS  AT  WORKTABLE  1  TWIST 

USING  VISEGRIPS  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO 

8  REPLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

BO  G1  A6  BO  P3  AO  2.00 

9  MOUE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  LAPOUT 

A1  B0  G1  A54  B0  PI  A0  1.00 


220.1 


(4) 

1.00 

240. 

1.00 

1970. 

3S  2 
»  6 

4.00 

7240. 

(16) 

1.00 

1480, 

(16) 

1.00 

1160. 

(4) 

1.00 

240. 

570, 


TOTAL  TMU 


13340, 


Type  D, EM, CT, EW, EX, L, LD, LS, M,  T,  W  <or  H  for  help>  ? 


/  SO 


Type  D  *  EM » CT »  EW » EX » L  >  LD  t LS  t H 


lease 


input  file  <06EE*M24> 


i 


File  Description  ?  FORM  LAP  ENDS  FOR  OGEE 


OutPut  to  line-printer  <Y  or  N>  ?  N 

(  39?  3) 

FIT  •  wO  9  OGEE 

FORM  LAP  ENDS  FOR  OGEE  WITH  LAPOUT  MACHINE  AT  SHEETMETAL  SHOP 
PER  OGEE  OFG :  4  07-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1099 

*  V6-7607 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X15 ' X33 ' L  OGEE,  OFFSET  8' 

FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  4 


A1  BO 

G1 

A6 

BO 

P3 

A0 

4.00 

2 

OPERATE 

LAPOUT-SWITCH  PROCESS  F 

4 

A1  BO 

G1 

M6 

XI 6 

IO 

A0 

4.00 

3 

REPLACE 

SHEETMETAL2  FROM  LAPOUT 

TO 

CART 

AT  LAPOUT  WITH 

4  STEPS 

F  4 

A1  BO 

G1 

A6 

BO 

P3 

A0 

4.00 

4 

MOUE  CART  WITH  SHEETMETAL  FROM 

LAPOUT  TO  EDGER 

A1  BO 

G1 

A16 

BO 

PI 

A0 

1.00 

TOTAL  TMU 


440. 

960. 

440. 

190. 

2030. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  <OGEE,M25> 


9 


v  File  Description  ?  FORM  90  DEGREE  EDGE  ON  CHEEKS  FOR  OGEE 


Output  to  line-printer  <Y  or  N>  ?  N 
(39  3) 

FIT  '  .  w09  OGEE  4H 

FORM  90  DEGREE  EDGE  ON  CHEEKS  FOR  OGEE  WITH  EDGER  AT  SHEETMETAL 

SHOP 

PER  OGEE  OFG:  4  07-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1099 

*  V6-7607 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22  '  X15 ' X33 ' L  OGEE,  OFFSET  8' 

*  START  CHEEKS  IN  MACHINE — 

X  WITH  PREVIOUSLY  CRIMPED  EDGE 
FITTER  BEGINS  AT  EDGER 


1  POSITION  SHEETMETAL  FROM  CART  AT  EDGER  TO  EDGER  WITH  4 
STEPS  F  2 


A1 

B0  G1  A6 

B0  P  6 

A0 

2.00 

280 

2 

OPERATE  EDGER-SWITCH  PROCESS 

F  2 

A1 

B0  G1  M6 

X42  IO 

A0 

2.00 

1000 

3 

PUSH  AND  GUIDE 

4 

SHEETMETAL2  THROUGH  EDGER 

WITH  3 

STEPS  F 

A6 

B0  G1  Ml 

X0  13 

A0 

4.00 

440 

4 

REPLACE  SHEETMETAL  FROM  EDGER  TO  CART  AT  EDGER 

WITH  4 

STEPS  F  2 

A1 

B0  G1  A6 

B0  P3 

A0 

2.00 

220 

5 

MOVE  CART  WITH 

SHEETMETAL  FROM  EDGER  TO 

PITTSBURGH 

A1 

B0  G1  A16 

B0  PI 

A0 

1.00 

190 

TOTAL  TMU  2130 


Type  D, EM, CT, EW, EX, L, LD, LS,  ,  M,  T,  W  <or  H  for  help>  ? 


‘T 


Please  input  file  <OGEE.M26> 


^ile  Description  ?  FORM  PITTSBURGH  LOCK  FOR  OGEE 

Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  3) 

FORM  PITTSBURGH  LOCK  FOR  ogee  with  PITTSBURGH  MAchINe  At 
SHEETMETAL  SHOP 

PER  OGEE  OFG:  4  07-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1099 

*  V6-7607 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X15 ' X33 ' L  OGEE?  OFFSET  8' 

*  USE  16  To  18  GAUGE  PITTSBURGH  MACHINE 
FITTER  BEGINS  AT  PITTSBURGH 

1  PLACE  SHEETMETAL  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  PUSH  PITTSBURGH-BUTTON  PROCESS  F  2 

A1  B0  G1  Ml  X32  IO  A0  22.00  700  . 

3  PUSH  AND  GUIDE  SHEETMETAL,  THROUGH  PITTSBURGH  WITH  3 

STEPS  PF  4  (4567) 

A&  B0  G1  (Ml  X0  13  A0  )  1.00  230. 

4  REPLACE  SHEETMETAL  FROM  PITTSBURGH  TO  CART  AT 

PITTSBURGH  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

5  MOVE  CART  WITH  SHEETMETAL2  FROM  PITTSBURGH  TO  WORKTABLE 

A1  BO  G1  A54  B3  PI  AO  1.00  600. 


TOTAL  TMU  1970  * 


Type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


aa 


T 


Please  input  file  <OGEE.M27> 


File  Description  ?  POSITION  SPACERS  IN  PITTSBURGH  LOCKS  FOR  OGEE 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3) 

FIT  '  , w09  OGEE  w 

POSITION  SPACERS  IN  PITTSBURGH  LOCKS  FOR  OGEE  WITH  HAMMER  AT 
SHEETMETAL  SHOP 

PER  OGEE  OFG:  4  07-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1099 

*  V6-7607 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X15 ' X33  '  L  OGEE,  OFFSET  8' 

FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

2  POSITION  SHEETMETAL  [SPACERS]  TO  SHEETMETAL  [PITTSBURGH 

LOCKS3  AT  WORKTABLE  WITH  3  STEPS  F  4 

A1  BO  G1  A6  BO  P6  AO  4.00 

3  FASTEN  SHEETMETAL  [SPACERS]  TO  SHEETMETAL  [PITTSBURGH 

LOCKS]  AT  WORKTABLE  1  STRIKE  USING  HAMMER  AT  WORKTABLE 
AND  ASIDE  PF  8  (4567). 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (8)  1.00 

4  PLACE  MASKING-TAPE  FROM  WORKTABLE  TO  SHEETMETAL 

[SPACERS]  AT  WORKTABLE  WITH  4  STEPS  F  8 

A1  BO  G1  A6  BO  P3  AO  8.00 

5  FASTEN  [FLATTEN]  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  16  (  4 
5  6  7) 

A1  BO  G1  ( A1  BO  PO  F6  )  A1  BO  PI  AO  (16)  1.00 

6  MOUE  SHEETMETAL  FROM  WORKTABLE  TO  ROLLER 

A1  BO  G1  A54  BO  PI  AO  1.00 


TOTAL  TMU 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


220 

560 

360 

880 

1160 

570 

3750 


T 


Please  input  file  <OGEE.M28> 


File  Description  ?  FORM  RADIUS  ON  WRAPPERS  FOR  OGEE 


Output  to  line-printer  <Y  or  N>  ?  N 
(39  3) 

FIT  '  •  iv09  OGEE  WKb 

foRm  RADIUS  ON  wrappers  FOR  OGEE  wl  Th  ROLL  former  machIne  at 
SHEETMETAL  SHOP 

PER  OGEE  OFG :  4  07-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1099 

*  I 1/6  -  7  6  0  7 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 1 X15 ' X33 ' L  OGEE,  OFFSET  8' 

*  CHECK  RADIUS  ON  WRAPPERS — 

*  WITH  CHEEK  RADIUS 
FITTER  BEGINS  AT  ROLLER 


1  PLACE  SHEETMETAL  FROM  FITTER  AT  ROLLER  TO  ROLLER  WITH 
3  STEPS  F  2 


A1  BO  G1  A6  BO 

2 FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL2  AT  ROLLER 
USING  HAND  F  12 

P3  A0 

3  SPINS 

2,00 

2  2  0, 

A1  BO  G1  A1  BO  PI  F  6  AO  BO 

3  PUSH  ROLLER-BUTTON  AT  ROLLER  PROCESS  F  24 

PO  A0 

12.00 

12  0  0 

A1  BO  G1  Ml  X96  IO  A0 

4  POSITION  SHEETMETAL  FROM  ROLLER  TO  SHEETMETAL  Al- 
ROLLER  WITH  3  STEPS  F  10 

2  4,00 

23760, 

A1  B0  G1  A6  B3 

5  MOVE  SHEETMETAL  FROM  ROLLER  TO  WORKTABLE 

P  6  A0 

10.00 

1  7  0  0. 

454  B0  G1  454  B3 

PI  A0 

1.00 

1130. 

TOTAL  TMU  28010. 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


Please  input  file  <OGEE.M28> 


File  Description  ?  FORM  RADIUS  ON  WRAPPERS  FOR  OGEE 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3) 

FIT  '  . W09  OGEE 

FORM  RADIUS  ON  WRAPPERS  FOR  OGEE  WITH  ROLL  FORMER  MACHINE  AT 
SHEETMETAL  SHOP 

PER  OGEE  OFG:  4  07-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1099 

*  V6-7607 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X15 ' X33 ' L  OGEE,  OFFSET  8' 

*  CHECK  RADIUS  ON  WRAPPERS — 

X  WITH  CHEEK  RADIUS 

FITTER  BEGINS  AT  ROLLER 


1  PLACE  SHEETMETAL  FROM  FITTER  AT  ROLLER  TO  ROLLER  WITH 
3  STEPS  F  2 


A1 

B0 

G1 

A6  B0 

P3 

A0 

2.00 

220. 

2 

FASTEN  BOLT  [ROLLS] 

TO  SHEETMETAL  AT  ROLLER 

3  SPINS 

USING  HAND  F  12 

A1  BO  G1 

A1  BO 

FI 

F  6 

A0  B0 

PO 

A0 

12.00 

1200 

3 

PUSH  ROLLER-BUTTON  AT  ROLLER 

PROCESS 

F  24 

A1 

B0 

G1 

Ml  X96 

IO 

A0 

24.00 

23760. 

4 

POSITION  SHEETMETAL 

FROM  ROLLER 

TO 

SHEETMETAL  AT 

ROLLER  WITH  3  STEPS 

F  10 

A1 

B0 

G1 

A6  B3 

P  6 

A0 

10.00 

1700  . 

5 

MOVE  SHEETMETAL  FROM  ROLLER 

TO 

WORKTABLE 

A54 

B0 

G1 

A54  B3 

pi 

A0 

1.00 

1130, 

TOTAL  TMU  28010. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  (or  H  for  help>  ? 


Please  input  file  <0GEE*M29> 


File  Description  ?  ASSEMBLE  CHEEKS  &  WRAPPERS  FOR  OGEE 
Output  to  line-printer  <Y  or  N>  ?  N 

(  39,3) 

FIT  \w09  OGEE 

ASSEMBLE  CHEEKS  AND  WRAPPERS  FOR  OGEE  WITH  HAMMER  AT  SHEETMETAL 

SHOP 

PER  OGEE  OFG:  4  07-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  HULL  414 

*  DRAWING  501-062 

*  V-1099 

*  V6-7607 

*  18  GAUGE  GALV.  SHEETMETAL 

*  22 ' X15 ' X33 ' L  OGEE,  OFFSET  8' 

*  REMOVE  SPACERS  FROM  PITTSBURGH  LOCKS 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  FITTER  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS 

A1  BO  G1  A6  RO  P3  AO  1.00  110. 

2  REPLACE  MASKING-TAPE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  8 

A1  EO  G1  A6  BO  P3  AO  8.00  880. 

\  1  3  LOOSEN  SHEETMETAL  [SPACERS]  FROM  SHEETMETAL  [PITTSBURGH 

LOCKS]  AT  WORKTABLE  2  STRIKES  USING  HAMMER  AND  ASIDE 
PF  4  (4567) 

A1  BO  G1  ( A1  BO  PO  L6  )  A1  EO  PI  AO  (4)  1.00  320. 

4  POSITION  SHEETMETAL  [CHEEK]  FROM  WORKTABLE  TO 


SHEETMETAL  [WRAPPER]  AT  WORKTABLE  WITH  3  STEPS  F  2 


A1 

EO 

G1 

A6 

BO 

P  6 

AO 

2 . 00 

280 

5 

MOVE  BARCLAMP 2  FROM 

TOOLROOM 

TO 

WORKTABLE 

A9  6 

BO 

G1 

A9  6 

B3 

PI 

AO 

1.00 

1970 

6 

FASTEN  BARCLAMP  TO 

SHEETMETAL  AT  WORKTABLE  5 

WRIST-TURNS  USING 

HAND  F  6 

A1  EO  G1 

A1  BO 

PI 

F10 

AO 

BO 

PO 

AO 

6.00 

840 

7  POSITION  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  24 

A1  BO  G1  A6  BO  P6  AO  24.00  3360. 

8  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  2  STRIKES 

USING  HAMMER  AND  ASIDE  PF  24  (4567) 

A1  EO  G1  (A1  BO  PO  F6  )  A1  BO  PI  AO  (24)  1.00  1720. 

9  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AND  ASIDE  PLF  12  (4567) 

A1  BO  G1  A1  BO  PO  F  6  A1  EO  PI  AO  1.00  110. 

10  LOOSEN  BARCLAMP  FROM  SHEETMETAL  AT  WORKTABLE  5 

WRIST-TURNS  USING  HAND  PF  6  (4567) 

A1  BO  G1  (A1  BO  PI  L10  )  AO  BO  PO  AO  (6)  1.00  740. 

11  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 

USING  HAMMER  AND  ASIDE  PF  26  (4567) 

A1  BO  G1  ( A1  EO  PO  F32  )  A1  B0  PI  AO  (26)  1.00  8620. 

12  INSPECT  SHEETMETAL  AT  WORKTBLE  9  POINTS 

AO  BO  GO  AO  EO  PO  T10  AO  EO  PO  AO 


1.00 


100. 


TOTAL  TMU 


19050 


D » EM » CT t EW » EX »L»LD»LS»M»T»W  <or  H  for  help>  ? 


O 


r\ 

/ 


//  ,  r/M/p  /£. 


X  / 72 1  &$££  TXTTL 


Please  input  file  <OGEE.M01> 


^FFile  Description  ?  MARK  OUT  CHEEKS  FOR  OGEE  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  . W09  OGEE  .M01 

MARK  OUT  SHEETMETAL  FOR  OGEE  OFFSET  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  OGEE  OFG:  4  06-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  U.S.S.  TUSCA 

*  WORK  ORDER  3090-432 

*  PC.  13 

*  SKETCH  753 

*  ,060  ALUMINUM 

*  10  1/2 'X6  1/2'  TO  8X3  1/2'  OGEE 

*  OFFSET  17 'L 

*  MARK  OUT  CHEEKS  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  2  STEPS  F  2 


A1  E0  G1 

A3  B0  P3 

A0 

2 . 00 

160 

POSITION  2 

WEIGHTS 

FROM 

WORKTABLE  TO 

SHEETMETAL 

AT 

WORKTABLE 

WITH  2 

STEPS 

F  2 

A1  E0  G1 

A3  B0  P  6 

A0 

2.00 

220 

3  MARK  OUT  LINES  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE 
5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (456 

7  ) 


A1  BO  G1  (A1 

BO 

PI  R16 

)A1 

EO 

PI 

AO 

(6) 

1.00 

1120 

4 

POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL 

AT 

'WORKTABLE  WITH  3  STEPS 

F  8 

A1 

BO  G1 

A6 

BO 

P  6 

AO 

8.00 

1120 

5 

FASTEN  CPUNCH  TO  SHEETMETAL 

AT  WORKTABLE 

1  STRIKE  USING 

-HAMMER  AND  ASIDE  PF  8 

(  4  5 

6  7  ) 

A1  BO  G1  (A1 

BO 

PO  F3 

)A1 

B0 

PI 

AO 

(8) 

1.00 

360 

6 

REPLACE  WEIGHTS  TEMPLATE 

AT 

SHEETMETAL 

AT 

WORKTABLE  TO  WORKTABLE 

WITH 

3  STEPS 

F-2  — 

A1 

BO  G1 

A6 

BO 

P3 

AO 

2.00 

220 

7 

REPLACE  TEMPLATE  FROM  SHEETMETAL  AT 

WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS 

F  2 

A1 

PO  G1 

A6 

BO 

P3 

AO 

2.00 

220 

8  MARK  CUT  LINES  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  6  (  4 
5  6  7) 

A1  E0  G1  (A1  B0  PI  R16  )  A1  B0  PI  A0  (6)  1.00  1120. 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  I  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 

ASIDE  PF  82  (  4  5  6  7) 

A1  BO  G1  (A1  E30  PI  R3  )A1  B0  PI  A0  (82)  1.00  4140. 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  58  (4567 


A1  B0  G1  (A1  B0  PI  R3  )A1-B0  PI  A0  (58)  1.00 


2940. 


TOTAL  TMU 


11620 


■*  ^ 

j  M,0,  / 

\ 

I 

Tyr»e'D»EM» CT *EW»EX»L»LD»LS»M>T>W  <or  H  for  help>  ?  "r 

j  n 

3 


i 

I 

l 


i 

i 

I 

! 

i 

t 


J 


//  GZ° 
(4  3/o 


Please  input  File  <OGEE.M02> 


DESCRIPTION  MARK  OUT  WRAPPERS  FOR  OGEE 
output  to  line-Printer  <Y  or  N>  ?  N 
(  3  9,3) 

FIT  .WO 9  0  G  E  E  .  MO  2 

MARK  OUT  WRAPPERS  FOR  OGEE  OFFSET  WITH  Awl  AT  SHEETMETAL  SHOP 

PER  OGEE  OFG:  4  0  6-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  U.S.S.  TUSCA 

*  WORK  ORDER  3090“432 

*  PC.  13 

*  SKETCH  753 

*  ,060  Aluminum 

*  10  II VU  1/2'  TO  8X3  1/2  OGEE 

*  OFFSET  17' L 

*  FITTER  BEGINS  AT  WORKTABLE 

1.  PLACE  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  STEPS  F  2 

A1  BO  G  1  A6  E0  P3  AO  2.00  220. 

2  POSITION  2  WEIGHTS  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  6  STEPS  F  2 

A1  B0  G1  A6  B0  P6  A0  2.00  280. 

5  MARK  OUT  LINES  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE 
5  DIGITS  USING  AWL  AND  ASIDE  PF  6  (4567). 

A1  B0  G1  ( A1  B0  PI  R16  )A1  B0  PI  A  0  (  6  )  1.00  1120. 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  12 

A1  B0  G1  A6  E0  P6  A0  12.00  1680. 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AND  ASIDE  PF  12  (4567) 

A1  B0  G1  ( A1  B0  P0  F3  )  A1  B0  FI  A0  (12)  1.00  520. 

6  REPLACE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS  F  2 

A1  E0  G1  A6  B0  P3  A0  2.00  220. 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  2 

A1  E0  G1  A6  B0  F3  A0  2.00  220. 

8  MARK  OUT  LINES  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  6  (  4 
5  6  7) 

A1  B0  G1  ( A1  B0  PI  R16  )  A1  B0  FI  A0  (6)  1.00  1120. 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  51  (  4  5  6  7  )  F  2 

A1  B0  G1  (A1  B0  PI  R3  )  A1  B0  FI  A0  (51)  2.00  5180. 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  58  (4567 

A1  B0  G1  (A1  B0  FI  R3  )  A1  B0  PI  A0  (58)  1.00  2940. 

11  PLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 
WITH  4  STEPS 

A1  B0  G1  A6  B0  P3  A0  1.00  110. 


12  MOUE  CART  WITH  SHEETMETAL2 

A1 

FROM 

BO 

WORKTABLE  TO 
G1  A67  BO 

SMALLSHEAR 
PI  AO 

1.00 

700 

TOTAL 

TMU 

14310 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  <OGEE.M03> 


7 


File  Description  ?  SHEAR  SHEETMETAL  FOR  OGEE 
Output  to  line-printer  (Y  or  N>  ?  N 
(  39,  3) 

FIT  '  .  W09  OGEE  .M03 

SHEAR  SHEETMETAL  FOR  OGEE  OFFSET  WITH  SMALL  8  FT.  SHEAR  AT 
SHEETMETAL  SHOP 

PER  OGEE  OFG:  4  06-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  U.S.S.  TUSCA 

*  WORK  ORDER  3090-432 

*  PC.  13 

*  SKETCH  753 

*  .060  ALUMINUM 

*  10  1/2 ' X6  1/4 '  TO  8 ' X3  1/2'  OGEE 

*  OFFSET  17  'L 

FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SHALLSHEAR  WITH  4  STEPS 


A1 

E0  G1 

A6 

B0 

P  6 

A0 

1.00 

140 

2  PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

— A1 

B0  G1 

Ml 

X6 

10 

A0 

1.00 

90 

J POSITION  SHEETMETAL2  FROM  SMALLSHEAR 

TO  SMALLSHEAR  WITH 

3  STEPS  F  11 

A1 

B0  G1 

A6 

B0 

P  6 

A0 

11.00 

1540 

.  4  PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  11 

AT 

B0  G1 

Ml 

X6 

10 

A0 

11.00 

990 

j  REPLACE  SHEETMETAL2  FROM  SHALLSHEAR 

TO  CART. 

AT 

S  M  A  L  L  S  H  E  A  R  W  1  TH  16  STEPS 

A  1 

B0  G1 

A32 

B0 

P3 

A0 

1.00 

370 

o  MOVE  CART  WITH  SHEETMETAL2  FROM 

SMALLSHEAR 

TO 

WORKTABLE 

A  1 

BO  B  1 

A07 

B3 

Pi 

AO 

1.00 

730 

TOTAL 

TMU 

3860 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>.  ? 


Please  input  file  <OGEE.M04> 


File  Description  ?  SHEAR  RADIUS  FOR  OGEE 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3) 

FIT  .W09  OGEE  .MO  4 

FROM  SHEETMETAL  FOR  OGEE  OFFSET  RADIUS  WITH  LAPOUT  MACHINE  AT 
SHEETMETAL  SHOP> 

PER  OGEE  OFG :  4  06-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  U.S.S.  TUSCA 

*  WORK  ORDER  3090-432 

*  PC.  13 

*  SKETCH  753 

*  .060  ALUMINUM 

*  10  1/2 ' X6  1/4'  TO  8 ' X3  1/2'  OGEE 

*  OFFSET  17 'L 

FITTER  BEGINS  WORKTABLE 


jl  ri-HUt  3nc.tinc.iHt_  SHEETMETAL  CART  AT  WORKTABLE  TO  WORKTABLE 

wx  rn  3  3 itra * 


A1  B0 

G1 

A6  B0 

P3 

A0 

1.00 

110. 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO 

WORKTABLE 

A96  B0 

G1 

A96  B6 

Pi 

AO 

1.00 

1970. 

3  OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS 

F  5 

A1  B0 

G1 

M0  X  1 

7  3  10 

A  0 

5.00 

0950 

4  FASTEN  (  FLATTEN)  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  1 

STRIKE  USING  HAMMER  AND  ASIDE  PF  16  (  4  5  6  7  ) 

A1  B0  G1  (  A  1  B  0  P0  F3  )  A1  B0  PI  AO  (10)  i.oo  4  8  0. 

5  REPLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

6  MOVE  CART  WITH  SHEETHETAL2  FROM  WORKTABLE  TO  LAPOUT 

A1  B0  G1  A54  B0  PI  AO  1.00  570  . 


TOTAL  TMU  124  90. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  (or  H  for  help>  ? 


3 


riie  ~uc5-£ETno3.?" 


Xltf  JLlfaMsC  l'TFC"run~1 — h  Dhrn-LftKUUT  ■'F0R'~06EE-? 

Output  to  line-printer  <Y  or  N>  ?  N 

$  ^3 


.  WO  9 

FORM  LAP OUT  FOR  OGEE 
SHOP 

rcK  -uucc - - - 


OGEE  .M05 

OFFSET  with  lapout  MACHINE  AT  SHEETMETAL 


- TJHar-4  06— 6  ' 


r~r»H33CU-“  snee  imrrrTC-tjnHrer  nJ:  —  -  -  -■  - ~ 

’*~U .  S  » b  7  1,1 1  tJb'ffT— 

*  WORK-ORDER  3090-432 

*  PC.  13 

*  SKETCH  753 

*  ,060  ALUMINUM 

*  10  1/2'X6  1/4'  TO  8 ' X3  1/2'  OGEE 
*  OFFSET  17 'L 

FITTER  BEGINS  AT  LAPOUT 

1  PLACE  SHEETMETAL2  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  4 


A  1 


B0  G1  A  6  B0  P  3  A0  4.00 


PROCESS 

- A1  B0  G1 


2  PUSH  LAPOUT  SWITCH 

Ml  XI 6  10 

3  REPLACE  SHEETMETAL2  FROM  LAPOUT  TO  CART  AT  LAPOUT  WITH 
4  S  TEPS  P  4 

A 1  B0  G  1  A  6  B0  P3  A0 

4  MOVE  CART  WITH  SHEETMETAL2  FROM  LAPOUT  TO  WORKBENCH  ( 
HAND-ROLLER) 

A  1  B0  G  1  A  2  4  PI  A0 


4 . 00 


4.00 


1.00 


TOTAL  TMU 


760  . 

4  4  0 

3  0  0. 

1  94  0. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  <OGEE.M06> 


9 


File  Description  ?  FORM  OGEE 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3) 

FIT  '  .  W09  OGEE 

FORM  SHEETMETAL  FOR  OGEE  WITH  HAND  OPERATED  ROLLER  AT  SHEETMETAL 

SHOP 

PER  OGEE  OFG:  4  06-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  U.S.S.  TUSCA 

*  WORK  ORDER  3090-432 

*  PC.  13 

*  SKETCH  753 

*  .060  ALUMINUM 

*  10  1/2 ' X6  1/4'  TO  8 ' X3  1/2' 

FITTER  BEGINS  AT  WORKBENCH 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKBENCH  TO  WORKBENCH 
WITH  3  STEPS  F  4 


A1  EO  G1  A6  DO  F3  AO  4.00  440. 

2  FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL2  AT  HAND-ROLLER  5 
SPINS  USING  HAND  F  3 


A1  BO  G1  A1  EO  PI 

F10 

AO 

DO 

PO 

A0 

3.00 

420, 

3  CRANK  HAND-ROLLER  AT  WORKBENCH 

3  REVS  USING 

HAND 

F  20 

A1  30 

G1 

M6 

XO 

10 

A0 

20.00 

1600. 

4  REPLACE  SHEETMETAL2  FROM  HAND-ROLLER 

AT 

WORKBENCH  TO 

CART  AT  WORKBENCH  WITH  4  STEPS 

A1  EO 

G1 

A6 

BO 

F3 

A0 

1.00 

110. 

3  MOVE  CART  WITH  SHEETMETAL2  FROM 

HAND- 

-ROLLER 

AT 

WORKBENCH  TO  PED . GRINDER 

A1  BO 

G1 

A32 

BO 

PI 

A0 

1.00 

350. 

TOTAL 

TMU 

2920. 

T9Pe  ~D » CTTE5J7EX7  L  t  LB  >  L3  >  M  >  T»  U  RTor'H  for  helt>>  ?' 


a/}a/ o 


Please  input  file  <OGEE.M07> 


7 


File  Description  ?  CLEAN  OGEE  BEFORE  WELDING 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  '  .W09  OGEE  .M07 

CLEAN  OGEE  FOR  WELDING  WITH  PEDESTAL  GRINDER  AT  SHEETMETAL  SHOP 
PER  OGEE  OFG:  4  0  6-APR-83 

NASSCO  SHEETMETAL  SHAPE  #12 

*  U.S.S.  TUSCA 

*  WORK  ORDER  3090-432 

*  PC.  13 

*  SKETCH  753 

*  .060  ALUMINUM 

*  10  1/2 ' X6  1/4'  TO  8 ' X3  112'  OGEE 

*  OFFSET  17 'L 

FITTER  BEGINS  AT  PED . GRINDER 

1  PLACE  SHEETMETAL2  FROM  CART  AT  PED . GRINDER  TO 
PED. GRINDER  WITH  4  STEPS  F  4 


A1  E0 

G1 

A6 

B0 

F3 

A0 

4.00 

440 

2 

PUSH  GRINDER-BUTTON 

PROCESS  F  4 

A1  E0 

G1 

Ml 

X6 

10 

A0 

4.00 

360 

3 

REPLACE  SHEETMETAL2 

FROM  PED. GRINDER 

TO 

CART 

AT 

PED. GRINDER  WITH  4 

STEPS 

A1  E0 

G1 

A6 

B0 

F3 

A0 

1.00 

110 

4 

MOUE  CART  FROM  PED. 

GRINDER  TO  WORKTABLE 

A1  B0 

G1 

A42 

E3 

PI 

A0 

1.00 

480 

TOTAL  TMU  1390 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help)  ? 


£  d}  &  oo 


Please  input  file  <OGEE.M08> 


? 


File  Description  ?  WELD  OGEE  OFFSET 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,101) 

WELD  .W01  OGEE  .MO  8 

WELD  OGEE  OFFSET  WITH  TIG-WELDER  AT  SHEETMETAL  SHOP  WELDING  BOOTH 
PER  OGEE  OFFSET  OFG:  4  21-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  12 

*  U.S.S.  TUSCALOOSA 

*  WORK  ORDER: 3090-432  PC 

*  13  SK-75 

*  ,060  ALUMINUM  10  1/2X6  1/4T08X3  1/2 

*  — OGEE  OFFSET  IV  L  WITH  6 'RADIUS  &  8'- 

*  —RADIUS 

*  WELDING  DONE  IN  WELD  AREA  BOOTH 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00  220. 

2  FITTER  MOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  B0  G1  A131B3  PI  A0  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  EO  P3  AO  2.00  220, 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  10  A32  1.00  370. 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  ON  AT  WELDMACHINES 

A1  BO  G1  Ml  XO  10  A1  1.00  40. 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 

WRIST-TURN  USING  HAND 

A1  BO  G1  A1  BO  FI  F3  AO  EO  PO  AO  1.00  70. 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  10  A1  1.00  60. 

8  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE 

A3  B3  G1  A1  EO  P6  AO  1.00  140. 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS 

A1  EO  G1  Ml  X10  10  AO  1.00  130. 

10  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  11 

A1  BO  G1  A1  BO  P  6  AO  11.00  990. 

11  FULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  11 

A1  BO  G1  Ml  XO  10  A1  11.00  440. 

12  WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETL 
ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  11 

A1  BO  G1  A1  B6  P  6  AO  11.00  1650. 

13  OPERATE  WELD  STINGER-BUTTON1  PROCESS  F  23 


204700 


OGEE  MO  -  8 


A1 

BO 

G1  M6  X81  TO 

AO 

23.00 

14 

PUSH  WELDHOOD  FROM 

DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F 

11 

A1 

BO 

G1  Ml  XO  10 

A1 

11 . 00 

15 

WELDOR  DEBURR  WELDED  ASSEMBLY  AT 

WELDTABLE  10 

ARM-STROKES  USING 

WIREBRUSH 

AT 

WELDTABLE  AND  ASIDE 

PF 

23  (4567  ) 

A1  BO  G1 

( A1  BO 

PI 

CIO  )A1  BO  PI 

A0 

(23) 

1.00 

16 

REPLACE  SHEETMETAL 

ASSEMBLY 

FROM 

WELDTABLE  TO  CART 

AT 

WELDTABLE  WITH  4 

STEPS 

A1 

BO 

G1  A6  BO  F3 

AO 

1.00 

17 

FITTER  MOVE  CART  FROM  WELDTABLE 

TO  WORKTABLE 

A1 

EO 

G1  A131B0  PI 

AO 

1.00 

TOTAL  TMU 


File  Description  ?  WELD  OGEE  OFFSET 
Output  to  line-Printer  <Y  or  N>  ? 


440 

2800 

110 

1340 

30860 


.  /  3  "y  to"  X  <5o  *  %  16-  £r/  a/^s^r/ 


f*/s.  Vo.iT^t?  ct±_J±LMl 

£&£L°£t  SJJ^O  16.  Mm. 

7o7%£ _ (c>  7  810  if  /  tf/f/ 


Please  input  file-  <0rFSCT.K01>  ? 

.'ile  Description  ?  MARK  OUT  CHEEKS  TOR  OFTSFT 
Output  to  line  printer  <Y  or  N>  ?  N 

(  39,  3) 

FIT  ,  W08  OFFSET, M01 

MARK  OUT  SHEETMETAL  FOR  OFFSET  CHEEKS  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  OFFSET  OFG :  4  25-MAR-83. 

NASSCO  SMEETMETAI..  SHAPE  -513 

*  HUH  41 S 

*  DRAWING  501-292 

*  V2-92008 

*  VS-1922 

*  20  GAUGE  GALV.  SHEETMETAL 

*  1 . 3 ' X6 ' X20  1/2'L  (OFFSET  6  1/2') 

*  MARK  CHEEKS  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2,00  2S0 , 

2  PLACE  2  WEIGHT  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220, 

3  MARK  OUTLINES  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AND  ASIDE  PF  9  (4567) 

A1  BO  G1  ( A1  P0  PI  R16  )  A1  B0  PI  AO  (9)  1.00  1660, 

4  POSITION  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  WITH  4  STEPS 

F  =  8 

A1  B0  G1  A6  B0  P6  A0  8.00  1120, 

5  FASTEN  CPUNCH  TO  SHEETMETAL  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  F0  G1  (A1  B0  P0  F3  )  A1  B0  PI  A0  (8)  1.00  360, 

6  REPLACE  2  WEIGHTS  FROM  TEMPLATE  TO  WORKTABLE  WITH  4 

STEPS 

A1  B0  G1  A6  B0  P3  A0  1.00  110, 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  TO  WORKTABLE  WITH  3 

STEPS 

A1  B0  G1  A6  EO  P3  AO  1.00  110, 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  BO  G1  ( A1  PO  PI  R16  )  A1  BO  PI  AO  (8)  1.00  1450. 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND  HOLD 
PF  42  (  4  5  6  7) 

A1  BO  G1  (A1  BO  PI  R3  )A0  BO  PO  AO  (42)  1.00  2120, 

10  FITTER  MOVE  BLACKPEN  FROM  fitter  TO  SHEETMETAL  AT 

WORKTABLE 

A1  B0  G1  A1  B0  PI  AO  1.00  40, 

11  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 


A1  BO  PI  <A1  GO  ri  R3  )A1  BO  PI  AO  (52)  1.00 


2640  , 


TOTAL  TMU 


10140. 


Typft  .0 »  F.K f  CT > EU » EX » L r l  D f LS }  M f  T  j  W  <t.n>  H  for  help>  ? 


T 


Please  input  file  <OFFSET,  M02>  ? 


File  Description  ?  MARK  OUT  WRAPPERS  FOR  OFFSET 

Output  to  lino  printer  <Y  or  N>  ?  N 

(  39/  3) 

FIT  '  .  W08  OFFSET, M02 

MARK  OUT  SHEETMETAL  FOR  OFFSET  WRAPPERS  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  OFFSET  OFG :  4  25-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #13. 

*  HULL  418 

*  DRAWING  501  292 

*  V2-92008 

*  V6  .1922 

*  20  GAUGE  GALV.  SHEETMETAL 

*  13 ' X6 ' X20  1/2'L  OFFSET  (OFFSET  6  1/2') 

*  MARK  OUT  WRAPPERS  WITHOUT  TEMPLATE  ATE 
FITTER  BEGINGS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMC1  A!  AT  WORKTABLF  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  0  (  4  3  A  7  > 

A1  BO  G1  ( Al  BO  PI  MU 2  )A1  BO  PL  AO  (0)  1,00 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AND  ASIDE  PF  8  (  4  5  A  7  ) 

Al  BO  G1  (Al  BO  PI  R3  )A1  BO  PL  AO  (0)  1,00 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  7 

Al  BO  G1  Al  BO  PA  AO  7,00 

4  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AND  ASIDE  PF  7(4567) 

Al  BO  01  (Al  BO  PL  R 1 6  >A1  BO  PL  AO  (7)  1,00 

5  POSITION  CORNER  TEMPLAT F  FROM  WORKTABLE  TO  SHFETMCT AL 

AT  WORKTABLE  F  8 

Al  BO  G1  Al  BO  PA  AO  8,00 

6  MARK  CORNERS  FROM  CORNER  TEMPLATE  TO  SHEETMETAL  AT 

WORKTABLE  2  DIGITS  USING  AWL  AND  ASIDE  PF  8  (  4  5  6  7 
) 

Al  BO  PI  (Al  BO  PI  RA  )A1  BO  PI  AO  (0)  L , 00 

7  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  8 

Al  BO  PI  •  Al  BO  PA  AO  0,00 

8  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WGRKTBLE  t  STRIKE  USING 

HAMMER  AND  ASIDE  PF  3  (  4  5  A  7  ) 

Al  BO  61  (Al  BO  PO  F3  )A1  BO  PI  AO  (0)  i . 00 

9  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  11  (4567) 

Al  BO  01  (Al  BO  PI  Rt A  >A1  BO  PL  AO  (It)  i,00 

10  MARK  CONSTRUCTION  INFORMATION  ON  SHEFTHET Al  AT 

WORKTABLE  t  DIGIT  USING  BL.ACKPEN  AND  HOLD  PF  80  (  4  5 

6  7)' 

Al  BO  PI  (Al  BO  PI  R3  >A0  BO  PO  AO  (00)  1,00 

11  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACNPEN  AND  ASIDE  PF  52  (4567) 

Al  BO  OL  (Al  BO  PL  R3  )Al  BO  PL  AO  (52) 


77  AO  » 

440. 

A30, 

1300. 

770. 

680  ► 

720  . 

3A0  , 

7020. 

4020  . 


1 , 00 


76  40, 


12 


13 


PI  ACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 
Wifi!  '1  STEPS 

A1  BO  01  A6  BO  P'3  AO  1,00 

MOVE  CART  WITH  8!!EETM£TAL2  FROM  WORKTABLE  TO  SMAL.LSI1EAR 

A1  BO  01  Ao7  BO  PI  AO  1,00 


TOTAL  THU 


110 

700 

17100 


Type  DrEMfCTrEti»EXf!.»LBsLS»KrT»ti  <or  »i  for  help>  ? 


Please  input  file  CQFFCFT  «ff03> 


'ile  Description  ?  SHEAR  SI-TETMETAL.  FOR  OFFSET 
Output  to  line- printer  <Y  or  K>  ?  N 
(  39,  3) 

FIT  .  W08  OFFSET : M03 

SHEAR  SHEETMETAL  FOR  OFFSET  WITH  SMALL  SHEAR  AT  SHEETMETAL  SHOP 
PER  OFFSET  OFG :  4  25  MAR-83 

NASSCO  SHEETMETAL  SHAPTE  #13 

*  HULL  418 

*  DRAWING  501  292 

*  V2-92008 

*  \/6--1  922 

*  20  GAUGE  GALV.  SHEETMETAL 

*  13 ' X  6 ' X  2  0  1  /  2 ' 1  OFFSET  (OFFSET  6  1/3') 

*  SHEAR  4-1 'STRIPS  FRO  PITTSHBURGH  SPACERS 
FITTER  BEGINS  AT  SMALL. SHEAR 


1 

POSITION  SHEETMETAL2  FROM  CART  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS 

A1  BO  G1  A6  BO  P6  AO 

1.00 

140 

2 

PUSH  FOOTPEDAL.  AT  SMALLSHEAR  PROCESS 

A1  BO  G1  Ml  X6  10  AO 

1.00 

90 

3 

POSITION  SMEETMETAL.  2  FROM  SMALLSHEAR  TO  SMALLSHEAR  F 

1  0 

A1  BO  G1  A1  BO  P  6  AO 

10.00 

900 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS  F  10 

A1  BO  G1  Ml  XI  10  A0 

10.00 

900 

5 

REPLACE  SHEETMETAL2  FROM  SMALLSHEAAR  TO  CART  AT 
SMALLSHEAR  WITH  4  STEPS  F  4 

A1  B0  G1  A6  BO  P3  AO 

4.00 

440 

6 

MOVE  CART  WITH  SHEETMETAL2  FROM  SMALLSHEAR  TO  WORKTABLE 

A1  80  G1  A67  B3  PI  A0 

1.00 

730 

TOTAL 

Type  D  r  EM  >  CT  *  EW  •  EX » L » l.D  ?  LG  r  M  r  T  y  W  Cor  H  for  help>  ? 

TMU 

3200 

7  ad  -  31*0 


File  Description  ?  SHEAR  RADIUS  &  CORNERS  FOR  OFFSET 

f^lutput  to  line-printer  <Y-or  N>  ?  N 

(  39,  3) 

FIT  .Wll  OFFSET. M04 

SHEAR  SHEETMETAL  FOR  OFFSET  RADIUS  &  CORNERS  WITH  UNI-SHEAR  AT 
SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  08-JUL-83 

NASSCO  SHEETMETAL  SHAPE  #13 

*  HULL  418. 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1922 

*  L20  GAUGE  GLAV.  SHEETMETAL 

*  13 ' X6 ' X20  1/2'L  OFFSET  (OFFSET  6  1/2') 

*  BEND  EDGE  ON  CHEEK  CORNERS  FOR  EDGER 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220, 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

3  OPERATE  UNISHEAR  PROCESS  F  5 

A1  BO  G1  M6  X173I0  AO  5.00  9050. 

4  FASTEN  (  FLATTEN  )  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PO  F 6  )  A1  BO  PI  AO  (16)  1-00  1160. 

5  GRIP  AND  TWIST  SHEETMETAL  [CHEEK  EDGE]  AT  WORKTABLE  1 

TWIST  USING  VISEGRIPS  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  PO  PI  AO  (4)  1.00  240. 

6  PLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

7  MOVE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  EDGER 

A1  EO  G1  A67  BO  PI  AO  1.00  700. 


TOTAL  TMU  13560. 


Type  D,  EH,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  <OFFSET . +M05>  ? 


File  Description  ?  FORM  90  DEGREE  EDGE  ON  CHEEKS  FOR  OFFSET 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  '  .  W08  OFFSET. M05 

FORM  SHEETMETAL  FOR  90  DEGREE  EDGE  ON  CHEEKS  FOR  OFFSET  WITH 
EDGER  AT  SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  25-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #13 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1922 

*  20  GAUGE  GALV.  SHEETMETAL 

*  13 ' X6 ' X20  1/2'L  OFFSET  (OFFSET  6  1/2') 

*  BEGIN  EDGES  AT  PREVIOUS  BENT  UP  CORNERS 
FITTER  BEGINS  AT  EDGER 


PLACE  SHEETMETAL2  FROM  CART  AT  EDGER  TO  EDGER  WITH  4 
1  STEPS  F  2 


A1 

BO 

G1  A6 

BO 

P3 

A0 

2.00 

220 

POSITION 

SHEETMETAL2  FROM  EDGER 

TO  EDGER 

WITH  4 

STEPS 

A1 

BO 

G1  A6 

BO 

P  6 

A0 

1.00 

140 

OPERATE 

EDGER-, 

SWITCH  PROCESS 

F  4 

A1 

BO 

G1  M6 

X42 

10 

A0 

4.00 

2000 

PUSH  AND 

GUIDE 

SHEETMETAL2  THROUGH  EDGER 

AT 

EDGER  WITH 

3  STEPS 

F  4 

A6 

BO 

G1  Ml 

X0 

13 

A0 

4.00 

440 

REPLACE 

SHEETMETAL2  FROM  EDGER  TO  CART  AT  EDGER 

WITH  4 

STEPS  F 

2 

A1 

BO 

G1  A6 

BO 

P3 

A0 

2.00 

220 

HOVE  CART  WITH 

SHEETMETAL2  FROM 

EDGER  TO 

PITTSBURGH 

A1 

BO 

G1  A16 

BO 

PI 

A0 

1.00 

190 

TOTAL 

TMU 

3210 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  (or  H  for  help?>  ? 


ao}&  7C> 


File  Description  ?  FORM  PITTSBURGH  LOCKS  ON  WRAPPER  FOR  OFFSET 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  3) 

FIT  '  .Wll  OFFSET. M06 

FORM  SHEETMETAL  FOR  OFFSET  LOCKS  WITH  PITTSBURGH  AT  SHEETMETAL 

SHOP 

PER  OFFSET  OFG:  4  08-JUL-83 

NASSCO  SHEETMETAL  SHAPE  #13 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1922 

*  20  GAUGE  GALV.  SHEETMETAL 

*  13 ' X6 ' X20  1/2'L  OFFSET  (OFFSET  6  1/2') 

*  BEFORE  ROLLING  RADIUS  POSITION  SPACERS 

*  POSITION  SPACERS  IN  LOCKS 
FITTER  BEGINS  AT  PITTSBURGH 

1  PLACE  SHEETMETAL  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

2  PUSH  PITTSBURGH-BUTTON  PROCESS  F  2 

A1  BO  G1  Ml  X32  10  AO 

3  PUSH  AND  GUIDE  SHEETMETAL2  THROUGH  PITTSBURGH  WITH  4 

STEPS  F  4 

A6  BO  G1  Ml  X0  13  AO  4.00  440. 

4  REPLACE  SHEETMETAL2  FROM  PITTSBURGH  TO  CART  AT 

PITTSBURGH  WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.0  0  220. 

5  MOVE  CART  WITH  SHEETMETAL2  FROM  PITTSBURGH  TO  WORKTABLE 

A1  B0  G1  A54  B3  PI  A0  1.00  600. 


TOTAL  TMU  2180, 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

22<?^ 


2.00  220. 

2.00  700. 


File  Description  ?  POSITION  SPACERS  IN  PITTSBURGH  LOCKS  FOR  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39 ,  3) 

FIT  *W11  OFFSET. M07 

POSITION  SHEETMETAL  FOR  SPACERS  IN  OFFSET  PITTSBURGH  LOCKS  WITH 
HAMMER  AT  SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  08-JUL-83 

NASSCO  SHEETMETAL  SHAPE  #13 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1922 

*  20  GAUGE  GALV.  SHEETMETAL 

*  13 ' X6 ' X20  1/2'L  OFFSET  (OFFSET  6  1/2') 

*  POSITION  SPACERS  IN  PITTS  BEFORE  ROLLING 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

2  FASTEN  (  FLATTEN  )  SHEETMETAL  CORNERS  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  P0  F 6  )  A1  BO  PI  AO  (8)  1.00 

3  PLACE  SHEETMETAL  (  SPACERS  1  FROM  WORKTABLE  TO 

SHEETMETAL  AT  WORKTABLE  F  4 

A1  B0  G1  A1  B0  P3  A0  4.00 

4  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE 
USING  HAMMER  AND  ASIDE  PF  8  (4567) 

A1  B0  G  1  ( A1  B0  P0  F3  )  A1  B0  PI  A0  (8)  1.00 

5  PLACE  MASKING  TAPE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  B0  G1  A1  B0  P3  A0  4.00 

6  MOVE  SHEETMETAL2  (  THROAT  &  HEEL  )  FROM  WORKTABLE  TO 

HAND-ROLLER  AT  WORKBENCH 

A1  P0  G1  A67  B3  PI  A0  1.00 


TOTAL  TMU  2390. 


220. 

600. 

240. 

360. 

240. 

730. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  FORM  RADIUS  ON  WRAPPERS  FOR  OFFSET 


Output  to  line-Printer  <Y  or  N>?  N 
(  39 ,  3) 

FIT  '  . ,  Wll  OFFSET. M08 

FORM  .  SHEETMETAL  FOR  RADIUS  ON  OFFSET  WRAPPERS  WITH 
HAND  OPERATED  ROLLER  AT  SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  08-JUL-83 

NASSCO  SHEETMETAL  SHAPE  #13 

*  HULL  418 

*  DRAWING  501-292 

*  V2-92008 

*  V6-1922 

*  20  GAUGE  GALV.  SHEETMETAL 

*  13'X6'X20  1/2'L  OFFSET  (OFFSET  6  1/2') 

*  ROLL  UP  RADIUS  WITH  SPACERS  IN  PITTS. 

FITTER  BEGINS  AT  WORKBENCH 


1  PLACE  SHEETMETAL2  FROM  FITTER  AT  WORKBENCH  TO  WORKBENCH 
WITH  5  STEPS  F  2 


A1  BO 

G1 

A10 

BO 

P3 

AO 

2.00 

300 

2 

FASTEN  BOLT 

(  ROLLS 

)  TO 

SHEETHETAL2 

AT 

HAND 

-ROLLER  AT 

WORKBENCH  5 

SPINS  USING 

HAND  F 

3 

A1 

BO  G1 

kl 

BO  FI 

F10 

AO 

BO 

P0 

AO 

3.00 

420 

3 

CRANK  HAND-ROLLER  AT 

WORKBENCH 

3  REVS  USING 

HAND 

F  10 

A1  BO 

G1 

M6 

XO 

10 

A0 

10.00 

800 

4 

LOOSEN  BOLT 

(  ROLLS 

)  TO 

SHEETMETAL2 

AT 

HAND 

-ROLLER  AT 

WORKBENCH  5 

SPINS  USING 

HAND  F 

2 

A1 

BO  G1 

A1 

BO  FI 

L10 

A1 

BO 

P0 

A0 

2.00 

280 

5 

MOVE  SHEETMETAL2  FROM  HAND-ROLLER  AT 

WORKBENCH  TO 

WORKTABLE 

A1  BO 

G1 

A67 

B3 

PI 

A0 

1.00 

730 

TOTAL  TMU  2530 

Type  D,  EM,  CT  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help)  ? 


LD,  LS,  M,  T,  W  <or  H  for  help> 


Please  input  file  <OFFSET.M09>  ? 


File  Description  ?  ASSEMBLE  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 

(  39?  3) 

FIT  '  .  W08  OFFSET. M09 

ASSEMBLE  SHEETMETAL  FOR  OFFSET  WITH  HAMMER  AT  SHEETMETAL  SHOP 
PER  OFFSET  OFG :  4  28-MAR-83 

NASSCO  SHEETMETAL  SHAPE  #13 

*  HULL  418 

*Y  DRAWING  501-292 

*  V2-92008 

*  V6-1933 

*  20  GAUGE  GALV.  SHEETMETAL 

*  13 ' X6 ' X20  1/2'L  OFFSET  (OFFSET  6  1/2') 

*  REMOVE  SPACERS  FROM  PITTSBURGH  LOCKS 
FITTER  BEGINS  AT  WORKTABLE 

1  REPLACE  MASKING-TAPE  FROM  SHEETMETAL  AT  WORKTABLE  AND 

ASIDE  TO  WORKTABLE  F  8 

A1  BO  G1  A1  BO  F  3  AO  8.00  480. 

2  LOOSEN  SHEETMETAL  (  STRIPOS  )  FROM  SHEETMETAL  AT 

WORKTABLE  1  STRIKE  USING  HAMMER  AND  ASIDE  PF  8  (456 

7  ) 

A1  BO  G1  ( A1  BO  PO  L3  )  A1  BO  FI  AO  (8)  1.00  360. 

3  MOVE  BARCLAMP2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  FI  AO  1.00  1970  . 

4  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  F6  AO  1.00  140  . 

5  FASTEN  BARCLAMP  TO  ELBOW  AT  WORKTABLE  3  WRIST-CRANKS 

USING  HAND  F  6 

A1  BO  G1  A1  BO  FI  F6  AO  BO  PO  AO  6.00  600. 

6  FASTEN  SHETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE 

USING  HAMMER  AND  ASIDE  F  25 

A1  BO  G1  A1  BO  PO  F3  A1  BO  FI  AO  25.00  2000. 

7  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WOKRTABLE  3  STRIKES 

USING  HAMMER  AND  ASIDE  PF  25  (4567) 

A1  BO  G1  (A1  B0  PO  F  6  )  A1  BO  FI  A0  (25)  1.00  1790  . 


8  LOOSEN  BARCLAMP  FROM  SHEETMETAL  AT  WORKTABLE  3 
WRIST-CRANKS  USING  HAND 


A1  BO  G1 

BO  PI  L6 

AO 

BO 

PO 

AO 

1.00 

100 

FASTEN 

SHEETMETAL 

TO  SHEETMETAL 

AT  WORKTABLE 

16 

STRIKES 

USING 

HAMMER  AND 

ASIDE  PF  18  ( 

4  5  6  7) 

A1  BO  G1 

( A1  BO  PO 

F32  )A1 

BO 

PI 

A0  (18) 

1.00 

5980 

INSPECT 

SHEETMETAL 

AT  WORKTABLE 

9  POINTS 

AO  BO  GO  AO  BO  PO 

T10  AO 

BO 

PO 

AO 

1.00 

100 

TOTAL  TMU 

13520 

Type  n,EMf CT»EU»EX»L»LDf LS»M»T>W  Cor  H  for  help>  ? 

6Tg3°r4  4  ttflA 


4 (,29  0^35  /1H- 
jd})AoMA6  MU  ) 
}7j  /  O  OMfi,/  0  Md-J 

T6  A  Hi/  .  dl  SIC 


lb  MV 


-  Afr/iz  ,  rz/A/’jt 


/£  "*  So  "x3jZ  "/ 6-  cr/vys/-  & " 


Fifr-  93.F/Q  ?£  MM. 

u/.  /8j73o  ft'MnZ. 
_ /  /  GS 4  £>  70.  M/aJ. 


¥#mm 


File  Description  ?  MARK  OUT  CHEEKS  FOR  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  OFFSET. M60 

MARK  OUT  CHEEKS  FOR  OFFSET  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  OFFSET  OFG :  4  10-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12 ' X20 ' X36 ' L  OFFSET 

*  OFFSET  8' 

*  MARK  out  CheeKs  foR  OFFSET  with  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  AT 

WORKTABLE  WITH  3  STEPS  F  6 

A1  BO  G1  A6  BO  P6  AO 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567 

A1  BO  G1  (K1  EO  PI  R16  )  A1  BO  PI  AO  (6) 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

F  8 

A1  BO  G1  A1  BO  P  6  AO 

5  FASTEN  CPUNCH  TO  SHEETMETAL  A1  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (8) 

6  REPLACE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS  F  6 

A1  BO  G1  A6  BO  P3  AO 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P3  AO 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  EO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (6) 

9  HARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  44  (4567) 

A1  EO  G1  (A1  IBO  PI  R3  )A1  BO  PI  AO  (44) 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

A1  BO  G1  ( A1  EO  PI  R3  )  A1  BO  PI  AO  (52)  1.00  2640. 


TOTAL  TMU  10000. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  MARK  OUT  WRAPPERS  FOR  OFFSET 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  *W11  OFFSET. M61 

MARK  OUT  WRAPPERS  FOR  OFFSET  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  OFFSET  OFG :  4  10-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12 ' X20 ' X36 ' L  OFFSET 

*  OFFSET  8' 

*  MARK  OUT  WRAPPERS  WITHOUT  TEMPLATES 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 


STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 


A1 

BO 

G1 

(A1  BO 

PI  M32 

)  A1  BO 

PI 

AO 

(6) 

1.00 

MARK  DIMENSIONS 

ON 

SHEETMETAL  AT  WORKTABLE  1 

DIGIT 

USING  AWL 

AT  WORKTABLE  AND 

ASIDE  PF 

4(45 

6  7 

) 

A1 

BO 

G1 

( A1  BO 

PI  R3 

)  A1  BO 

PI 

AO 

(4) 

1.00 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  E  4 

A1  BO  G1  A1  BO  P  6  AO 

4.00 

4  MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  1  DIGIT 
USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (4)  1.00 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 
AT  WORKTABLE  F  8 

A1  BO  G1  A1  BO  P  6  AO  8.00 

6  MARK  SHEETNETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  8  (4567 

) 

A1  BO  G1  ( A1  BO  PI  R6  )  A1  BO  PI  AO  (8)  1.00 

7  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  11  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (11)  1.00 

8  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  44  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (44)  1.00 

9  MARK  IDENTIFICATION  ON  SHEETMETAL  A-f  WORKTABLE  1  DIGIT 

USING  BALCKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 


A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (52) 
10  PLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 
WITH  3  STEPS 


A1  BO  G1  A6  BO  P3  AO 

11  MOUE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  RO  G1  A67  BO  PI  AO 


1.00 


1.00 

1.00 


TOTAL  TMU 


2080. 

240. 

360. 

240. 

720. 

680. 

2020  . 

2240. 

2640. 

110. 

700. 

12030. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help)  ? 


7#0  ~r  /£o  3  Oz  /c?}J 


File  Description  ?  SHEAR  SHEETMETAL  FOR  OFFSET 
Output  to  line-printer  <Y  OT  N>  ?  N 


(  39,  1) 

FIT  .Wll  OFFSET. M62 

SHEAR  SHEETMETAL  FOR  OFFSET  WITH  SMALL  8FT .  SHEAR  AT  SHEETMETAL 

SHOP 

PER  OFFSET  OFG :  4  10-MAY-83 

NASSCOS  SHEETMETAL  SHAPE  13 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12'X20'X36'L  OFFSET 

*  OFFSET  8 '  L 

FITTER  BEGINS  AT  SMALLSHEAR 


1 

POSITION  SHEETMETAL2  FROM  CART 

AT  SMALLSHEAR 

TO 

SMALLSHEAR  WITH  4  STEPS  F— 

- 

A1 

BO 

G1 

A6  BO 

P  6 

AO 

1.00 

140 .  f 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  2 

A1 

BO 

G1 

HI  X6 

10 

AO 

2.00 

180. 

3 

POSITION  SHEETMETAL2  FROM  SMALLSHEAR 

TO  SMALLSHEAR  F  16 

A1 

EO 

G1 

A1  BO 

P  6 

AO 

16.00 

1440. 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  16 

A1 

BO 

G1 

Ml  X6 

10 

AO 

16.00 

1440. 

5 

REPLACE  SHEETMETAL2  FROM  SMALLSHEAR 

TO  CART  AT 

SMALLSHEAR  WITH  10  STEPS  F  2 

A1 

BO 

G1 

A16  BO 

P3 

AO 

2.00 

420. 

6 

MOUE  CART  WITH  SHEETMETAL2  FROM 

SMALLSHEAR  TO 

WORKTABLE, 

A1 

BO 

G1 

A67  B3 

PI 

AO 

1.00 

7  3  0. 

TOTAL  TMU  4350  . 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS  M,  T,  W  <or  H  for  help?>  ? 

I70&O 

) 


File  Description  ?  SHEAR  RADIUS  ON  CHEEKS  FOR  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  OFFSET. M63 

SHEAR  RADIUS  ON  CHEEKS  FOR  OFFSET  WITH  UNI -SHEAR- AT  SHEETHETAL 

SHOP 

pER  OFFSET  OFG:  4  10-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12  ' X20 ' X36 ' L  OFFSET  /  OFFSET  8' 

FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  EO  G1  A96  B3  PI  AO  1.00  1970. 

3  OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  F  12 

A1  RO  G1  M6  X173I0  AO  12.00  21720. 

4  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  (61  BO  P3  C3  )  A1  BO  PI  AO  (16)  1.00  1160. 

5  FASTEN  [FLATTEN]  CORNERS  ON  SHEETMETAL  AT  WORKTARLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  16  (  4 
5  6  7) 

A1  BO  G1  ( A1  BO  FO  F6  )  A1  B0  PI  AO  (16)  1.00  1160. 

6  GRIP  AND  TWIST  SHEETMETAL  [CHEEK  EDGE  CORNER]  1-TWIST 
USING  VISEGRIPS  AT  WORKTABLE  AND  ASIDE  PF  4  (4  5  6  7 

I 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (4)  1.00  240. 

7  REPLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

8  MOUE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  LAPOUT 

A1  BO  G1  A54  BO  PI  AO  1.00  570. 


TOTAL  TMU  272  60. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  (or  H  for  help>  ? 


File  Description  ?  FORM  LAP  ENDS  ON  CHEEKS  AND  WRAPPERS  FOR  OFFSET 
Output  to  line-printer  (Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  OFFSET. M64 

FORM  LAP  ENDS  ON  CHEEKS  AND  WRAPPERS  FOR  OFFSET  WITH 
LAPOUT  ROTARY  MACHINE  AT  SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  10-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12 ' X20 ' X36 ' L  OFFSET  /  OFFSET  8' 

FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL2  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  4 


A1 

BO 

G1 

A6 

EO  P3 

AO 

4.00 

440 

2 

PUSH 

LAPOUT-SWITCH  PROCESS  F 

4 

A1 

BO 

G1 

Ml 

XI 6  10 

AO 

4.00 

760 

3 

PUSH 

AND  GUIDE 

SHEETMETAL2  THROUGH 

LAPOUT  WITH  3 

STEPS 

F  4 

A6 

BO 

G1 

Ml 

X0  13 

AO 

4.00 

440 

4 

REPLACE  SHEETMETAL2  FROM  LAPOUT 

TO 

CART 

AT  LAPOUT. WITH 

4  STEPS  F  4 

A1 

BO 

G1 

A6 

EO  P3 

AO 

4.00 

440 

5 

MOUE 

CART  WITH 

SHEETMETAL2  FROM 

LAPOUT  TO  EDGER 

A1 

BO 

G1 

A16 

BO  PI 

AO 

1.00 

190 

TOTAL  TMU  2270. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  FORM  90  DEGREE  EDGE, ON  CHEEKS  FOR  OFFSET 


Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  OFFSET. M65 

FORM  90  'DEGREE  EDGE  ON  CHEEKS  FOR  OFFSET  WITH  EDGER  (ROLL  FORMER) 
AT  SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  08-JUL-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12' X20' X36'  L  OFFSET  /  OFFSET  8' 

*  START  CHEEKS  THROUGH  EDGER  MACHINE  — 

*  WITH  PREVIOUSLY  TURNED  UP  EDGE  — 

*  —  SEE  [OFFSET. M63] 

FITTER  BEGINS  AT  EDGER 


1  POSITION  SHEETMETAL2  FROM  CART  AT  EDGER  TO  EDGER  WITH  4 
STEPS  F  2 


A1 

BO 

G1  A6 

BO  P  6 

AO 

2.00 

280. 

2 

PUSH  EDGER-SWITCH  PROCESS  F 

4 

— A1 

BO 

G1  HI 

X42  10 

AO 

4.00 

1800. 

3 

PUSH  AND  GUIDE 

A 

SHEETMETAL2 

THROUGH  EDGER 

WITH  3 

STEPS  F 

4 

A6 

BO 

G1  Ml 

X0  13 

AO 

4.00 

440  , 

4 

REPLACE  SHEETMETAL2  FROM  EDGER  ’ 

TO  CART  AT  EDGER 

WITH  4 

STEPS  F  2 

A1 

BO 

G1  A6 

BO  P3 

AO 

2.00 

220. 

5 

MOUE  CART  WITH 

SHEETMETAL2 

FROM 

EDGER  TO 

PITTSBURGH 

A1 

BO 

G1  A16 

BO  PI 

AO 

1.00 

190, 

TOTAL  TMU  2930. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ?- 


U;54o 


7.  >  qIU 

A  /• 


File  Description  ?  FORM  PITTSBURGH  LOCK  ON  WRAPPERS  FOR  OFFSET 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  ,W11  OFFSET. M66 

FORM  PITTSBURGH  LOCK  ON  WRAPPERS  FOR  OFFSET  WITH 
PITTSBURGH  MACHINE  AT  SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  10-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12 ' X209X36 ' L  OFFSET  /  OFFSET  8' 

FITTER  BEGINS  AT  PITTSBURGH 


1  PLACE  SHEETMETAL2  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 
WITH  4  STEPS  F  2 


A1  30 

G1 

A6 

BO 

P3 

A0 

2.00 

220 

2 

PUSH  PITTSBURGH-BUTTON  PROCESS  F 

4 

A1  30 

G1 

Ml 

X32 

10 

A0 

4.00 

1400 

3 

PUSH  AND  GUIDE  SHEETMETAL2  THROUGH 

PITTSBURGH  WITH  3 

STEPS  F  4 

A6  30 

G1 

Ml 

XO 

13 

A0 

4.00 

440 

4 

REPLACE  SHEETMETAL2  FROM  PITTSBURGH 

TO  CART 

AT 

PITTSBURGH  WITH  4  STEPS  F  2 

A1  BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

5 

MOUE  CART  WITH  SHEETMETAL2  FROM 

PITTSBURGH  TO  WORKTABLE 

A1  BO 

G1 

A54 

B3 

PI 

AO 

1.00 

600, 

TOTAL  TMU  2880. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


r2,  4z° 


File  Description  ?  POSITION  SPACERS  IN  PITTSBURGH  LOCKS  FOR  OFFSET 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  OFFSET. M67 

POSITION  SPACERS  IN  PITTSBURGH  LOCKS  FOR  OFFSET  WITH  HAMMER  AT 
SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  10-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12 ' X20 ' X36 ' L  OFFSET  /  OFFSET  8' 

FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

2  FASTEN  [FLATTEN]  SHEETMETAL  AT  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PO  F6  )  A1  BO  PI  AO  (8)  1.00 

3  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  F6  AO  4.00 

4  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE 

USING  HAMMER  AND  ASIDE  PF  8  (4567) 

A1  B0  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (8)  1.00 

5  PLACE  MASKING-TAPE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  8 

A1  BO  G1  A1  BO  P3  AO  8.00 

6  MOVE  SHEETMETAL2  FROM  WORKTABLE  TO  ROLLER 

A1  BO  G1  A54  BO  PI  AO  1.00 


TOTAL  TMU 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  (or  H  for  help>  ? 


2  2  0 

600 

360 

360 

480 

570 

2590 


File  Description  ?  FORM  RADIUS  ON  WRAPPERS  FOR  OFFSET 


Output  to  line-printer  <Y  or  N>  ?  N 


(  3?»  i) 

FIT  .Wll  OFFSET. M68 

FORM  RADIUS  ON  WRAPPERS  FOR  OFFSET  WITH  ROLLER  (ROLL  FORMER)  AT 
SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  10-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12 ' X20 ' X36 ' L  OFFSET  /  OFFSET  8' 

*  ROLL  UP  WRAPPERS  WITH  SPACERS  IN  — 

*  —  PITTSBURGH  LOCKS  TO  KEEP  — 

*  —  LOCKS  FROM  FLOATING 
FITTER  BEGINS  AT  ROLLER 


1  PLACE  SHEETMETAL  FROM  FITTER  AT  ROLLER  TO  ROLLER  WITH 
2  STEPS  F  2 


A1 

BO 

G1 

A3  BO  P3 

AO 

2.00 

160 

2 

FASTEN  BOLT  [ROLL]  TO  SHEETMETAL2 

AT 

ROLLER  3  SPINS 

USING  HAND  F  6 

A1  BO  G1  A1  BO 

FI 

F  6 

AO  BO  PO 

AO 

6.00 

600 

3 

PUSH  ROLLER-BUTTON  PROCESS  F 

16 

A1 

BO 

61 

Ml  X96  10 

AO  . 

16.00 

15840 

4 

POSITION  SHEETMETAL2  FROM  ROLLER 

TO 

SHEETMETAL2 

AT 

ROLLER  WITH  3  STEPS  F  8 

BO 

G1 

A6  BO  P  6 

AO 

8.00 

_L 

1120 

5 

MOVE  SHEETMETAL2  FROM  ROLLER  TO  WORKTABLE 

A1 

BO 

G1 

A54  B3  PI 

AO 

1.00 

600 

TOTAL  TMU  18320, 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  (or  H  for  help>  ? 


7  3  S3o 


Please  input  file  <OFFSET.M69>  ? 


File  Description  ?  ASSEMBLE  CHEEKS  AND  WRAPPERS  FOR  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  OFFSET. M69 

ASSEMBLE  CHEEKS  AND  WRAPPERS  FOR  OFFSET  WITH  HAMMER  AT  SHEETMETAL 

SHOP 

PER  OFFSET  OFG :  4  10-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  18  GAUGE  GALV.  SHEETMETAL 

*  12  ' X20 ' X36 ' L  OFFSET  /  OFFSET  8' 

FITTER  BEGINS  AT  WORKTABLE 

1  REPLACE  MASKING-TAPE  FROM  SHEETMETAL  TO  WORKTABLE  AT 

WORKTABLE  F  8 

A1  BO  G1  A1  BO  P3  AO  8.00  480. 

2  LOOSEN  SHEETMETAL  [SPACERS]  FROM  SHEETMETAL  [WRAPPERS] 

AT  WORKTABLE  1  STRIKE  USING  HAMMER  AT  WORKTABLE  AND 
ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PO  L3  )  A1  BO  PI  AO  (8)  1.00  360. 

3  MOVE  BARCLAMP  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

4  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  B0  F  6  AO  2.00  180. 

5  POSITION  BARCLAMP  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  8 

A1  BO  G1  A1  BO  P 6  AO  8.00  720  . 

6  FASTEN  BARCLAMP  TO  SHEETMETAL  AT  WORKTABLE  3 

WRIST-TURNS  USING  HAND  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PI  F 6  )  A1  BO  PI  AO  (8)  1.00  680. 

7  POSITION  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  32 

A1  BO  G1  A1  BO  P  6  AO  32.00  2880, 

8  FASTEN  SETTINGTOOL  TO  SHEETHETAL  AT  WORKTABLE  2  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  32  (4567) 

A1  BO  G1  ( A1  BO  PO  F 6 .  )  A1  BO  PI  AO  (32)  1.00  2280. 

9  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  7  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  24  (4567) 

A1  BO  G1  ( A1  B0  PO  FI 6  )  A1  BO  PI  AO  (24)  1.00  4120. 

10  LOOSEN  BARCLAMP  FROM  SHEETMETAL  AT  WORKTABLE  3 

WRIST-TURNS  USING  HAND  F  8 

A1  BO  G1  A1  BO  PI  L6  AO  BO  PO  AO  8.00  800. 

11  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  19  (4567) 

A1  BO  G1  (A1  BO  PO  F32  )  A1  BO  PI  AO  (19)  1.00  6310. 

12  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO.  1.00  100. 


94 <2/6  M/J. 


TOTAL  TMU 


l  0  060  6  MM 

IZ130  MrO  8  ////  J 


-  700  .Ml/f  f  $£C 


20880. 


14  MM 


-  1[^££/L  <  1u£M£- 


/4  V  a?  "x  3o_  "/£■  ^65I£/L  — ■  ASS  at/  Z6. 


Fa/& 

3S  6/0 

a/ 

/I /A/ 

MA£/t  tvt 

/9<zeo 

/£ 

M/iZ.  ' 

u/ztcd 

5‘3  9oo 

J2 

Af/AS. 

ToAL 

/ 69  t  30 

6? 

Al/Af 

/ 


S6242 


NASSCO  -  ANALYSIS  OF  ERE  CT  IQ  N  UNI TS 
PARAMETER  ENDING  11-06-02 


CON 

ERECTION 

UNIT 

HULL 

PESCRIPTIPH 

ENG  STRUCTURE  -  rr  « 
50)  ED  ACTUAL 

G 

V2-42000 

4  18 

(12  PCS)  VENT  DUCT  2ND  DK 

FR  47-83  (Yl-42) 

ZONE  42 

NREC 

NREC 

G 

V2-63505 

418 

complete  installation  of  Vj?-<?3 

NREC 

NRP? 

ZONE  £3  (V {-631 

i 

,  ’>M'  . 

G 

V2-84004 

4  18 

(0  PCS)  SPOOLS  FOR  CABLE  DK  FR 

NREC 

NREC 

ZONE  84  (Yl-84) 

6 

V2-710I0 

418 

VENT  PUGT  3R0  BK  FRS 

ZONE  71  (VI-71) 

NREC 

:  / 

t  v.‘  *  i  f  '  t 

G 

V2-71011 

4  18 

VENT  DUCT  3RD  DK  FRS  29-32  PQR 

NREC  ■ 

NREC 

ZONE  71  (Yl-71) 

G 

V2-83Q09 

4  »a 

(  -PCS)  VENT  1  SPIRAL)  CABLE  P 
FR-33-39  P/S  r 

ZONE-83 

,  NRec  ; 

NRPP  ■ 

’  lJ  ,{ 

6 

V2-71 ooa 

418 

VENT  DUCT  3RD  DK  FR  27-30  STBD 

NREC 

NREC 

ZONE  7l  (Yl-71) 

G 

V2-71009 

418 

vent  PUCT  3R0  RK  FRS  £9-32  SJR 
ZONE  71  (Yl-71) 

NREC 

Nfiep 

G 

V2-83001 

4  18 

(12  PCS)  VENT  DUCT  (LARGE)  CAB 
KKKK 

ZONE  83 

NREC 

NREC 

G 

V2-84005 

4  18 

(U  PCS)  VENT  DUCT  AND  TERMS  CA 
FR  17-19  P/S  **  H.U*  M— | 24  *4 
ZONE  84  (Yl-84! 

NREC 

NREC 

G 

V2-82000 

4  18 

(0  PCS)  SPOOLS  CABLE  DK  FR  27- 
ZONE  82  (Yl-82) 

NREC 

NREC 

G 

V2-63000 

4  18 

VLNT  (SPOOLS)  CABLE  DECK  pR»39 
HI 

NREC 

NREC 

ZONE  S3 


PREPARED  05/03/82  16104 


PAGE 


3 


File  Description  ?  MARK  OUT  CHEEKS  OR  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  OFFSET. M90 

MARK  OUT  CHEEKS  FOR  RECTANGULAR  OFFSET  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  OFFSET  OFG :  4  26-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  11  GAUGE  GALV.  SHEETMETAL 

*  14 ' X12 ' X30 ' L  RECTANGULAR  OFFSET 

*  OFFSET  10' 

*  MARK  OUT  CHEEKS  WITH  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  5  STEPS  F  2 


POSITION  WEIGHTS 
WORKTABLE  WITH  3 

A1  BO 
FROM  WORKTABLE 
STEPS  F  6 

G1 

TO 

A10  BO 
TEMPLATE 

F  6 

AT 

AO 

2.00 

360 

A1  BO 

G1 

A6  BO 

F  6 

AO 

6.00 

840 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 
DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567 


A1  B0 

G1  (A1 

B0  FI 

R16 

)  A1  B0 

FI 

A6 

(6) 

1.00 

1120 

4  REPLACE  WEIGHTS 

FROM  TEMPLATES  AT  WORKTABLE 

TO 

WORKTABLE  WITH 

.3  STEPS 

F  6 

A1  B0 

G1 

A6  B0 

P3 

A0 

6.00 

660 

5  REPLACE  TEMPLATES  FROM 

SHEETMETAL  AT 

WORKTABLE  TO 

WORKTABLE  WITH 

5  STEPS 

F  2 

A1  B0 

G1 

A10  B0 

F3 

A0 

2.00 

300 

6  MARK  CUT  LINES 

ON  SHEETMETAL  AT 

WORKTABLE  1 

DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  6 

(456 

7  ) 

A1  B0 

G1  (A1 

B0  PI 

R3 

)  A1  B0 

FI 

A0 

(6) 

1.00 

340 

7  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  44  (4567) 


A1  BO  G1  ( A1  BO  FI  R3  )  A1  BO  FI  AO  (44)  1.00  2240. 

8  MARK  IDENTIFICAITON  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

A1  BO  G1  (A1  BO  FI  R3  )  A1  BO  FI  AO  (52)  1.00  2640. 


TOTAL  TMU  8500. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  MARK  OUT  WRAPPERS  FOR  OFFSET 
Output  to  line-printer  <Y  OT  N>  ?  N 


39,  1) 

FIT  .Wll  OFFSET.  M91 

MARK  OUT  WRAPPERS  FOR  RECTANGULAR  OFFSET  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  OFFSET  OFG :  4  26-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  11  GAUGE  GALV.  SHEETMETAL 

*  14 ' X12 ' X30 ' L  RECTANGULAR  OFFSET 

*  OFFSET  10' 

*  MARK  OUT  WRAPPERS  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  FI  M32  )  A1  BO  FI  AO 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  FI  R3  )  A1  BO  FI  AO 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  3 

A1  BO  G1  A3  BO  F6  AO 

4  MARK  LINES  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

1  DIGIT  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  3  (456 

7  ) 

A1  BO  G1  ( A1  BO  FI  R3  )  A1  BO  FI  AO  (3; 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 


(4) 

1.00 

(6) 

1.00 

3.00 

1.00 


AT  WORKTABLE  WITH  3  STEPS  F  8 

A1  BO  G1  A6  BO  F6  AO 

6  MARK  SHEETMETAL  FROM  CORNER  TEMPLATES  AT  WORKTABLE  2 
DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  8  (4567 


A1  BO  G1  ( A1  BO  FI  R6  )  A1  BO  FI  AO  (8)  1,00 

7  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  FI  AO  (6)  1,00 

8  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  44  (4567) 

A1  BO  G1  ( A1  BO  FI  R3  )A1  BO  FI  AO  (44)  1-00 

9  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 


A1  B0  G1  ( A1 

B0  FI 

R3 

)A1 

B0 

PI 

A0  (52) 

1.00 

10 

PLACE 

SHEETMETAL2  FROM  WORKTABLE 

TO 

CART 

AT 

WORKTABLE 

WITH 

4  STEPS  F  2 

A1  B0 

G1 

A6 

B0 

P3 

A0 

2.00 

11 

MOVE 

CART  FROM  WORKTABLE 

TO  14FT 

SHEAR 

1.00 

A1  B0 

G1 

A81 

B0 

FI 

A0 

TOTAL  TMU 


Muu 

340. 

330. 

190. 

1120. 

680. 

1120. 

2240. 

2640. 

220  . 
840. 

11120, 


File  Description  ?  SHEAR  CHEEKS  AND  WRAPPERS  FOR  OFFSET 


Output  to  line-printer  <Y  or  N>  ?  N 


(39,  1) 

FIT  ,W1 1  OFFSET. M92 

SHEAR  CHEEKS  AND  WRAPPERS  FOR  RECTANGULAR  OFFSET  WITH  14FT.  SHEAR 
AT  SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  26-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  11  GAUGE  GALV.  SHEETMETAL 

*  14 ' X12 ' X30 ' L  RECTANGULAR  OFFSET 

*  OFFSET  10' 

FITTER  BEGINS  AT  14FT. SHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  14FT. SHEAR  TO 
14FT. SHEAR  WITH  4  STEPS  F  2 


A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  14FT .  SHEAR-FOOTPEDAL  PROCESS  F 

2 

A1  BO  G1 

Ml 

X3 

10 

AO 

2.00 

1  2  0 

3 

POSITION  SHEETMETAL2  FROM  14FT. SHEAR  TO 

14FT. SHEAR  WITH 

4  STEPS  F  16 

A1  BO  G1 

A6 

BO 

P  6 

AO 

16.00 

2240 

4 

PUSH  14FT. SHEAR-FOOTPEDAL  PROCESS  F 

16 

A1  BO  G1 

Ml 

X3 

10 

AO 

16.00 

960 

5 

REPLACE  SHEETMETAL2  FROM  14FT. SHEAR 

TO 

CART 

AT 

14FT. SHEAR  WITH  4  STEPS  F  2 

A1  BO  G1 

A6 

BO 

P3 

AO 

2.00 

220 

MOUE  CART  FROM  14FT. SHEAR  TO  WORKTABLE 

1.00 

870 

A1  BO  G1  A81 

B3 

PI 

AO 

TOTAL 

TMU 

4690 

Type  [ 1 , EM, CT, EW, EX, L, LD, LS , M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  CUT  RADIUSES  AND  CORNERS  FOR  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  1) 

FIT  .Wll  OFFSET. M93 

CUT  RADIUSES  AND  CORNERS  FOR  RECTANGULAR  OFFSET  WITH  SABER-SAW  ai 
SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  26-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  11  GAUGE  GALV.  SHEETMETAL 

*  14 ' X12 ' X30 ' L  RECTANGULAR  OFFSET 

*  OFFSET  10' 

*  CUT  RADIUSES  &  CORNERS  ON  CHEEKS 

*  CUT  CORNERS  ON  WRAPPERS 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO 
WORKTABLE  WITJH  4  STEPS  F  2 

Al.  B  G1  A6  BO  P  6  AO  2.00  200. 

2  MOUE  SABER-SAW2  FROM  TOOLROOM  TO  WORKTABLE 

A96  B0  G1  A96  B3  PI  A0  1.00  1970. 


3  FASTEN  NUT  [SAW-BLADE]  TO  SABER-SAW  AT  WORKTABLE  3 

WRIST-TURNS  USING  ALLEN  WRENCH  AT  WORKTABLE  AND  ASIDE 
P  F  3  (4  5  6  7) 


Al  BO  G1 

(Al  BO  P3  F6 

)  Al  BO 

PI 

A0 

(3) 

1.00 

340 

OPERATE 

SABER- SAW  AT 

WORKTABLE  PROCESS  F  12 

Al  BO  G1 

M6  X67 

IO 

A0 

12.00 

9000 

5  REPLACE  SHEETMETAL2 

FROM  WORKTABLE 

TO  CART  AT  WORKTABLE 

WITH  4 

STEPS  F  2 

Al  BO  G1 

A6  BO 

P3 

A0 

2.00 

220 

MOUE  CART  FROM  WORKTABLE  TO  ROLLER 

Al  BO  G1 

A54  BO 

PI 

A0 

1.00 

370 

TOTAL  TMU  12380. 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


•  P  ol  O 


OFFSET. M94 


File  Description  ?  FORM, RADIUSES  ON  WRAPPERS  FOR  OFFSET 
Output  to  line-Printer  <Y  or  N>  ?  N 
(39,1) 

FIT  .  Wll  OFFSET. M94 

FORM  RADIUSES  ON  WRAPPERS  FOR  RECTANGULAR  OFFSET  WITH 
ROLLER  (ROLL  FORMER)  AT  SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  26-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  11  GAUGE  GAL  SHEETMETAL 

*  14'X12aX30'L  RECTANGULAR  OFFSET 

*  OFFSET  10' 

*  ROLL  UP  WRAPPER  RADIUSES  AND  CHECK — 

— THEM  WITH  RADIUSES  ON  CHEEKS 

*  COMPLETE  IN  WELD  BOOTH  AREA 

*  SEE  MWELD . SEE  OFFSET. M95 
FITTER  BEGINS  AT  ROLLER 


1 

PLACE  SHEETMETAL2  FROM  CART  AT  ROLLER  TO  ROLLER 
STEPS  F  2 

A1  BO  G1  A6  BO  P3 

WITH  4 

AO 

2.00 

220 

2 

FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL2  AT  ROLLER  3 
WRIST-TURNS  USING  HAND  WITH  2  STEPS  F  6 

A1  BO  G1  A1  BO  PI  F  6  AO  BO  PO 

AO 

6.00 

600 

3 

PUSH  ROLLER-BUTTON  PROCESS  F  16 

A1  BO  G1  Ml  X96  10 

AO 

16.00 

15840 

4 

POSITION  SHEETMETAL2  FROM  ROLLER  TO  SHEETMETAL2 
ROLLER  WITH  3  STEPS  F  8 

A1  BO  G1  A6  BO  F6 

AT 

AO 

8.00 

1120 

5 

REPLACE  SHEETMETAL2  FROM  ROLLER  TO  CART  AT  ROLLER  WITH 

2  STEFS  F  2 

A1  BO  G1  A3  BO  P3  AO 

2 . 00 

160 

6 

MOUE  CART  FROM  ROLLER  TO  WORKTABLE 

A1  BO  G1  A54  B3  PI 

AO 

1.00 

600 

TOTAL 

TMU 

18540 

Type  D, EM, CT, EW, EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

3  5 

,610 

Please  input  file  <OFFSET.M95>  ? 


File  Description  ?  WELD  RECTANGULAR  OFFSET 


Output  to  line-printer  <Y  or  N>  ?  N 
(39, 101) 

WELD  .W01  OFFSET. M95 

WELD  RECTANGULAR  OFFSET  WITH  ARC  (STICK)  WELDER  AT  SHEETMETAL 
SHOP  WELDING  BOOTH 

PER  RECTANGULAR  OFFSET  OFG :  4  20-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  13 

*  11  GAUGE  GALV. SHEETHETAL 

*  14 ' X12 ' X30 ' L  OFFSET,  OFFSET  10' 

*  WELDING  DONE  IN  WELD  BOOTH  AREA 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

2  FITTER  MOVE  CART  FROM-WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO  1.00 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00 

'4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  IO  A32  1.00 

5  WELDOR  TURN  CURRENT  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  B0  G1  M3  X0  10  A1  1.00 

6  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  4 

A3  B3  G1  A1  BO  P6  A0  4.00 

7  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  4 

A1  B0  G1  Ml  X10  10  A0  4.00 

8  WELDOR  FASTEN  WELDROD  TO  STINGER  AT  WELDTABLE  1 

WRIST-TURN  USING  HAND  F  2  6 

A1  B0  G1  A1  B0  PI  F3  A0  B0  P0  A0  26.00 

9  Pull  weldhood  FrOm  up  at  weldOr  To  DOwN  at  weldor  f  2  6 

A1  B0  G1  Ml  X0  10  A0  26.00 

10  WELDOR  POSITION  STINGER1  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  26 

A1  B0  G1  A1  B0  P  6  A0  26.00 

11  WELDOR  OPERATE  WELD  STINGER2  AT  WELDTABLE  PTIME  65  S  F 

20 

A1  B1  G1  M6  X173I0  A0  20.00 

12  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  26 

A1  B0  G1  Ml  X0  10  A1  26.00 

.13  WELDOR  LOOSEN  SLAG  FROM  SHEETMETAL  ASSEMBLY  AT 

WELDTABLE  6  STRIKES  USING  SLAGHAMMER  AT  WELDTABLE  AND 
ASIDE  PF  10  (4567) 

A1  B0  G1  ( A1  B0  P0  L16  )  A1  B1  PI  A0  (10)  1.00 

14  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 


220. 

1370. 

220. 

370. 

60. 

560. 

520, 

1820. 

1040. 

2340. 

36200. 

1040. 


17  4  0 


ARM-STROKES  USING 

WIREBRUSH 

AT 

WELDTABLE  AND  ASIDE  PF 

4  0(4  5  6  7)  ' 

A1  BO  G1 

( A1  BO 

PI 

CIO  )A1  B1  PI 

AO  (40) 

1.00 

4840 

15 

REPLACE  SHEETMETAL 

ASSEMBLY 

FROM 

.  WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4 

STEPS  F  2 

A1 

BO 

G1  A6  BO  P3 

AO 

2.00 

220 

16 

FITTER  MOUE  CART  FROM  WELDTABLE 

TO  WORKTABLE 

A1 

BO 

G1  A131B0  PI 

AO 

1.00 

1340 

TOTAL 

TMU 

53900 

File  Description  ?  WELD  RECTANGULAR  OFFSET 
Output  to  line-printer  <Y  or  N>  ? 


■  TZ/^^71  /*/&%/:  c  ty/ssit 


F4/5 _ /o  9  700 

oaf _ £/&  9o 

7oSa£ _  /3/F90 


(p<0  Ff/t/. 

—L3  M/F. 
7g  m/aj 


/a  FFf  S 


File  Description  ?  MARK  OUT  CHEEKS  FOR  OFFSET 
Outrut  to  line-Printer  <Y  0T  N>  ?  N 
(39,1) 

FIT  .Wll  OFFSET. M80 

MARK  OUT  CHEEKS  FOR  OFFSET  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  OFFSET  OFG:  4  ll-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 ' X70 ' L  OFFSET  /  OFFSET  20' 

*  MARK  OUT  CHEEKS  FOR  OFFSET  WITH  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  3  STEPS  F  2 


A1  BO 

G1 

A6  BO 

P  6 

AO 

2.00 

280 

POSITION  WEIGHTS 

FROM  WORKTABLE 

TO 

SHEETMETAL 

AT 

WORKTABLE  WITH  4 

STEPS  F  8 

A1  BO 

G1 

A6  BO 

P  6 

AO 

8.00 

1120 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 
DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567 


A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00  1120. 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

WITH  3  STEPS  F  8 

A1  BO  G1  A6  BO  P6  AO  8.00  1120. 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WOKRTABLE  1  STRIKE  USING 

HAMMER  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (8)  1.00  360. 

6  REPLACE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS  F  8 

A1  BO  G1  A6  BO  P3  AO  8.00  880. 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P3  AO  2  .00  120; 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  (A1  BO  FI  R16  )  A1  BO  PI  AO  (6)  1.00  1120. 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  44  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (44)  1.00  2240. 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567) 

A1  B0  G1  (A1  B1  PI  R3  )  A1  BO  PI  A0  (52)  1.00  2640. 


TOTAL  TMU  11000. 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  MARK  OUT  WRAPPERS  FOR  OFFSET 
Output  to  line-Printer  <Y  or  N>  ?  N 


<  39 >  1) 

FIT  .Wll  OFFSET. M81 

MARK  OUT  WRAPPERS  FOR  OFFSET  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  OFFSET  OFG:4  ll-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 ' X7 0 ' L  OFFSET  /  OFFSET  20' 

*  MARK  OUT  WRAPPERS  FOR  OFFSET  — 
t  —  WITHOUT  TEMPLATE 

FITTER  BEGINS  AT  WORKTABLE 


1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (4)  1.00 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (4)  1.00 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F-4 

A1  BO  G1  A6  BO  P6  AO  4.00 

4  MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  5  DIGITS 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  B0  G1  ( A1  B0  PI  R16  )  A1  B0  PI  A0  (4)  1.00 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  3  STEPS  F  8 

A1  B0  G1  A6  B0  P6  A0  8.00 

6  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE.  PF  8  (4567 

A1  B0  G1  ( A1  B0  PI  R6  )  A1  B0  PI  A0  (8)  1.00 

7  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (8)  1.00 

8  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  44  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (44)  1.00 

9  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 


A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52) 

10  PLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO 

11  MOUE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  SMALLSHEAR 


A  BO  G1  A67  BO  PI  AO 


1.00 


1.00 

1.00 


TOTAL  TMU 


1400 

240 

560 

760 

1120 

680 

440 

2240 

2640 

110 

7.00 

10890 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,1) 

FIT  .Wll  OFFSET. M82 

SHEAR  SHEETMETAL  FOR  OFFSET  WITH  SMALL  8FT .  SHEAR  AT  SHEETMETAL 

SHOP 

PER  OFFSET  OFG:4  ll-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 ' X70 ' L  OFFSET  /  OFFSET  20' 

*  SHEAR  1' SPACER  STRIPS  FOR  PITTSRURGH  — 

*  —  LOCKS  WHEN  ROLL  FORMING  RADIUS 
FITTER  BEGINS  AT  SMALLSHEAR 

1  POSITION  SHEETMETAL2  FROM  CART  AT  SMALLSHEAR  TO 

SMALLSHEAR  WITH  4  STEPS  F  2 

Al,  BO  G1  A6  BO  P6  AO  2.00  280. 

2  PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS  F  2 

Al  BO  G1  Ml  X6  10  A0  2.00  180. 

3  POSITION  SHEETMETAL2  FROM  SMALLSHEAR  TO  SMALLSHEAR  WITH 

2  STEPS  F  20 

Al  BO  G1  A3  BO  P6  AO  20.00  2200. 

4  PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS  F  20 

Al  BO  G1  Ml  X6  10  A0  20.00  1800  . 

5  REPLACE  SHEETMETAL  FROM  SMALLSHEAR  TO  CART  AT 

SMALLSHEAR  WITH.  10  STEPS  F  2  r 

Al  BO  G1  Al  6  EO  P3  AO  2.00  420. 

6  MOUE  CART  WITH  SHEETMETAL2  FROM  SMALLSHEAR  TO  WORKTABLE 

1  Al  BO  G1  A67  B3  PI  AO  1.00  730. 


TOTAL  TMU  5610. 


Type  D, EM, CT, EW, EX, L, LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  CHEETK  RADIUS  FOR  OFFSET 


Oput  to  line-printer  <Y  or  N>  ?  N 

(39  1 ) 

fit'  .Wll  OFFSET. M83 

SHEAR  CHEEK  RADIUS  FOR  OFFSET  WITH  UNI-SHEAR  AT  SHEETMETAL  SHOP 
PER  OFFSET  OFG :  4  08-JUL-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  22  GAUGE  GLAV.  SHEETMETAL 

*  8 ' X8 ' X70 '  L  OFFSET  /  OFFSET  20' 

*  BEND  UP  ONE  CORNER  ON  CHEEK  EDGE  WITH — 

*  — VISEGRIPS  FOR  EASY  ENTRY  IN  EDGE — 

*  —ROLLING  MACHINE 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

3  OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  F  23 

A1  BO  G1  M6  X173I0  AO  23.00  41630. 

4  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  workTABlE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  P3  C3  )  A1  B0  PI  AO  (16)  1.00  1160. 

5  FASTEN  [FLATTEN]  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  16  (  4 
5  6  7) 

A1  BO  G1  ( A1  BO  PO  F 6  )  A1  BO  PI  AO  (16)  1.00  1160. 

6  grIp  AND  twist  sHEetMETAl  [ChEEk  CORNER  EDGE1  aT 

WORKTABLE  1  TWIST  USING  VISEGRIPS  AT  WORKTABLE  AND 
ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (2)  1.00  140. 

7  REPLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

8  MOVE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  LAPOUT 

A1  BO  G1  A54  BO  PI  AO  1.00  570. 


TOTAL  TMU  47070  . 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 

FZ,  68° 


File  Description  ?  FORM  LAP  ENDS  FOR  OFFSET 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,1) 

FIT  .Wll  OFFSET. M84 

FORM  LAP  ENDS  FOR  OFFSET  WITH  LAPOUT  (ROTARY  MACHINE)  AT 
SHEETMETAL  SHOP 

ER  OFFSET  OFG : 4  ll-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8  ' X8 ' X70 '  L  OFFSET  /  OFFSET  20' 

*  FORM  LAP  END  ON  ROTARY  MACHINE 
FITTER  BEGINS  AT  LAPOUT 


1  PLACE  SHEETMETAL2  FROM  CART  AT  LAPOUT  TO  LAPOUT  WITH  4 
STEPS  F  4 


A1 

BO 

G1 

A6 

BO  P3 

AO 

4.00 

440 

2 

PUSH 

LAPOUT-SWITCH  PROCESS  F 

4 

A1 

BO 

G1 

Ml 

XI 6  10 

AO 

4.00 

760 

3 

PUSH 

AND  GUIDE 

SHEETMETAL2  THROUGH 

LAPOUT  WITH  3 

STEPS 

F  4 

A6 

BO 

G1 

Ml 

X0  13 

AO 

4.00 

440 

4 

REPLACE  SHEETMETAL2  FROM  LAPOUT 

TO 

CART 

AT  LAPOUT  WITH 

4  STEPS  F  4 

A1 

BO 

G1 

A6 

BO  P3 

AO 

4.00 

440 

5 

MOVE 

CART  WITH 

SHEETMETAL2  FROM 

LAPOUT  TO  EDGER 

A1 

BO 

G1 

A16 

BO  PI 

AO 

1.00 

190 

TOTAL  TMU  227  0. 


Type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help> 


9 


File  Description  ?  FORM  90  DEGREE  EDGE  ON  CHEEKS  FOR  OFFSET 
Output  to  line-pinter  <Y  or  N>  ?  N 


(39,  1) 

FIT  .Wll  OFFSET. M85 

FORM  90  DEGREE  EDGE  ON  CHEEKS  FOR  OFFSET  WITH  EDGER  (FLANGER)  AT 
SHEETMETAL  SHOP 

PER  OFFSET  OFG:4  ll-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  22  GAUGE  GALV.  SHEETMETAL 

*  S ' X8 ' X70 '  L  OFFSET  /  OFFSET  20' 

*  BEGIN  EDGE  IN  MACHINE  WITH  PREVIOUSLY — 

*  — TURNED  UP  EDGE 

*  TURN  UP  WITH  VISEGRIPS  AT  WORKBENCH 
FITTER  BEGINS  AT  EDGER 


1 

POSITION  SHEETMETAL2  FROM  CART 

AT 

EDGER 

WITH  4 

STEPS  F  2 

A1  BO 

G1 

A6 

BO  P  6 

A0 

2.00 

280 

2 

PUSH  EDGER-SWITCH  PROCESS  F  4 

A1  BO 

G1 

Ml 

X42  10 

A0 

4.00 

1800 

3 

PUSH  AND  GUIDE  SHEETMETAL2  THROUGH 

n 

EDGER 

WITH  3 

STEPS  F 

4 

A6  BO 

G1 

Ml 

X0  13 

A0 

4.00 

440 

4 

REPLACE  SHEETMETAL2  FROM  EDGER 

TO  CART  AT  EDGER 

WITH  4 

STEPS  F  4 

A1  BO 

G1 

A6 

B0  P3 

A0 

4.00 

440 

5 

MOUE  CART  WITH  SHEETMETAL2  FROM 

EDGER  TO 

PITTSBURGH 

A1  BO 

G1 

A16 

B0  PI 

A0 

1.00 

190 

TOTAL  TMU  3150 


Type  D, EM, CT, EW, EX, L, LD, , LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  FORM  PITTSBUGH  LOCKS  FOR  OFFSET 
Output  to  line-printer  (Y  or  N>  ?  N 
(  39,  1) 

FIT  . W1 1  OFFSET. M86 

FORM  PITTSBURGH  LOCKS  FOR  OFFSET  WITH  PITTSBURGH  MACHINE  AT 
SHEETMETAL  SHOP 

PER  OFFSET  OFG : 4  08-JUL-83 

NASSCO  SHEETMETAL  SHAPE  13 
*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 ' X70 '  L  OFFSET  /  OFFSET  20' 

FITTER  BEGINS  AT  PITTSBURGH 


1  PLACE  SHEETMETAL2  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 
WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

2 

PUSH  PITTSBURGH-BUTTON  PROCESS  F 

4 

A1 

BO 

61 

Ml 

X32 

10 

AO 

4.00 

1400 

3 

PUSH  AND  GUIDE  SHEETMETAL2 

THROUGH  PITTSBURGH 

.  WITH  3 

STEPS  F  4 

A6 

BO 

G1 

Ml 

X0 

13 

AO 

4.00 

440 

4 

REPLACE  SHEEETMETAL2  FROM  PITTSBURGH 

TO 

CART 

AT 

PITTSBURGH  WITH  4  STEPS  F 

2 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

5 

MOVE  CART  WITH  SHEETMETAL2 

FROM 

PITTSBURGH  TO  WORKTABLE 

A1 

BO 

G1 

A54 

B3 

PI 

AO 

1.00 

600 

TOTAL  TMU  2880. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


£0  98  0 


File  Description  ?  POSITION  SPACERS  IN  PITTSBURGH  LOCKS  FOR  OFFSET 
Output  to  line-Printer  <Y  or  N>  ?  N 
(39,1) 

FIT  .Wll  OFFSET. M87 

POSITION  SPACERS  IN  PITTSBURGH  LOCKS  FOR  OFFSET  WITH  HAMMER  AT 
SHEETMETAL  SHOP 

PER  OFFSET  OFG : 4  ll-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 ' X70 '  L  OFFSET  /  OFFSET  20' 

*  PLACE  PREVIOUSLY  CUT  SPACERS  IN — 

*  — PITTSBURGH  LOCK  TO  PROTECT  LOCKS — 

*  —WHILE  ROLLING 
FITTER  BEGINS  AT  WORKTABLE 


PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

2.00 

220 

FASTEN  [FLATTEN]  SHEETMETAL  CORNERS  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (45 

6  7  ) 

A1  BO  G1  ( A1  BO  PO  F 6  )  A1  BO  PI  AO  (8) 

1.00 

600 

POSITION  SHEETMETAL  [SPACERS]  FROM  WORKTABLE  TO 

SHEETMETAL  AT  WORKTABLE  F  8 

A1  BO  G1  A1  BO  P  6  AO 

8.00 

720 

FASTEN  SHEETMETAL  [SPACERS]  TO  SHEETMETAL  [PITTSBURGH 

LOCKS 3  AT  WORKTABLE  1  STRIKE  USING  HAMMER  AT  WORKTABLE 

AND  ASIDE  PF  12  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (12) 

1.00 

520 

PLACE  MASKING-TAPE  FROM  WORktable  to  SHEETMETal  At 
WORKTABLE  WITH  2  STEPS  F  8 

A1  BO  G1  A3  BO  P3  AO 

8.00 

640 

MOVE  SHEETMETAL2  FROM  WORKTABLE  TO  ROLLER 

A1  BO  G1  A54  BO  PI  AO 

1.00 

970 

TOTAL  TMU 

3270 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Description  ?  FORM  RADIUS  ON  WRAPPERS  FOR  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,1) 

FIT  .Wll  OFFSET. M88 

FORM  RADIUS  ON  WRAPPERS  FOR  OFFSET  WITH  ROLLER  (ROLL  FORMER)  AT 
SHEETMETAL  SHOP 

PER  OFFSET  OFG:4  08-JUL-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 ' X70 '  L  OFFSET  /  OFFSET  20' 

FITTER  BEGINS  AT  ROLLER 

1  PLACE  SHEETMETAL2  FROM  FITTER  AT  ROLLER  TO  ROLLER  WITH 

2  STEPS  F  2 

A1  BO  G1  A3  BO  P3  AO  2.00  160. 

2  FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL2  AT  ROLLER  WITH  3 

SPINS  USING  HAND  WITH  2  STEPS  F  6 

A1  BO  G1  A1  BO  PI  F6  AO  BO  PO  AO  6.00  600. 

3  PUSH  ROLLER-BUTTON  PROCESS  F  16 

A1  BO  G1  Ml  X96  10  AO  16.00  15840. 

4  POSITION  SHEETMETAL2  FROM  ROLLER  TO  SHEETMETAL2  AT 

ROLLER  WITH  3  STEPS  F  8 

A1  BO  G1  A6  BO  P6  AO  8.00  1120, 

5  REPLACE  SHEETMETAL2  FROM  ROLLER  TO  CART  AT  ROLLER  WITH 

2  STEPS  F  2 

A1  BO  G1  A3  BO  P3  AO  2.00  160. 

6  MOVE  CART  WITH  SHEETMETAL2  FROM  ROLLER  TO  WORKTABLE 

A1  BO  G1  A54  B3  PI  AO  1.00  600. 


TOTAL  TMU  18480. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


£2,7  70 


File  Description  ?  ASSEMBLE  CHEEKS  AND  WRAPPERS  FOR  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,1) 

FIT  .Wll  OFFSET. M89 

ASSEMBLE  CHEEKS  AND  WRAPPERS  FOR  OFFSET  WITH  HAMMER  AT  SHEETMETAL 

SHOP 

PER  OFFSET  OFG : 4  ll-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  22  GAUGE  GALV.  SHEETMETAL 

*  8 ' X8 ' X70 ' L  OFFSET  /  OFFSET  20' 

*  USE  BAR  CLAMP  TO  HOLD  CHEEKS  AND — 

*  —WRAPPERS  TOGETHER  WHILE  SECURING — 

*  —PITTSBURGH  LOCKS 
FITTER  BEGINS  AT  WORKTABLE 


1  REPLACE  MASKING-TAPE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  2  STEPS  F  8 

A1  BO  G1  A3  BO  P3  AO  8.00 

2  LOOSEN  SHEETMETAL  [SPACERS]  FROM  SHEETMETAL  [PITTSBURGH 

LOCKS]  AT  WORKTABLE  2  STRIKES  USING  HAMMER  AT 
WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PO  L6  )  A1  BO  PI  AO  (16)  1.00 

3  MOVE  BARCLAMP2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00 

4  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  2 

A1  BO  G1  A3  BO  P6  AO  3.00 

5  POSITION  BARCLAMP  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  12 

A1  BO  G1  A1  BO  P  6  AO  12.00 

6  FASTEN  BARCLAMP  TO  SHEETMETAL  AT  WORKTABLE  3 

WRIST-TURNS  USING  HAND  F  8 

A1  BO  G1  A1  BO  PI  F  6  AO  BO  PO  AO  8.00 

7  POSITION  SETTINGTOOL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  38 

A1  BO  G1  A1  BO  P  6  AO  38.00 

8  FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  2  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  32  (4567) 

A1  BO  G1  ( A1  BO  PO  F6  )  A1  BO  PI  A0  (32)  1.00 

9  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  4  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  24  (4567) 

A1  BO  G1  ( A1  BO  PO  F10  )  A1  BO  PI  A0  (24)  1.00 

10  LOOSEN  BARCLAMP  FROM  SHEEETMETAL  AT  WORKTABLE  3 

WRIST-TURNS  USING  HAND  F  8 

A1  BO  G1  A1  BO  PI  L6  AO  BO  PO  AO  8.00 

11  FASTEN  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  36  (4567) 

A1  BO  G1  ( A1  BO  PO  F32  )  A1  BO  PI  A0  (36)  1.00 


640 

1160 

1970 

220 

1080 

800 

3420 

2280 

2680 

800 

11920 


TOTAL  TMU  26970 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


Please  input  file  <OFFSET,M40>  ? 


File  Description  ?  MARK  OUT  CHEEKS  FOR  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  . W09  OFFSET. M40 

MARK  OUT  CHEEKS  FOR  OFFSET  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  OFFSET  OFG:4  08-APR-83 

NASSCO  SHEETMETAL  SHAPE  #13 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1098 

*  V6-7595 

*  18  GAUGE  GALV. SHEETMETAL 

*  20 ' X13 '  X  55 ' L  OFFSET,  OFFSET  12' 

*  MARK  OUT  CHEEKS  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  3  STEPS  F  2 


A1  BO 

G1 

A6 

BO 

P  6 

AO 

2.00 

2 

POSITION  5  WEIGHTS  FROM  WORKTABLE  TO 

TEMPLATE  AT 

WORKTABLE  WITH  3  STEPS  F  10 

A1  BO 

G1 

A6 

BO 

P  6 

AO 

10.00 

3 

MARK  OUTLINES  FROM  TEMPLATE  TO  SHEETMETAL  AT 

WORKTABLE 

5  DIGITS  USING  AWL  AND  ASIDE  PF 

8  ( 

4  5 

6  7 

) 

A1  BO  G1  ( A1  BO  PI 

R16 

)A1 

BO 

PI 

AO  (8) 

1.00 

4 

POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL 

AT 

WORKTABLE  .WITH  2  STEPS  F  22 

A1  BO 

G1 

A3 

BO 

P  6 

AO 

22.00 

5 

FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE 

1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  22 

(  4 

5  6 

7  ) 

A1  BO  G1  ( A1  BO  PO 

F3 

)A1 

B1 

PI 

AO  (22) 

1.00 

6 

REPLACE  5  WEIGHTS  FROM  TEMPLATE 

AT  WORKTABLE 

TO 

WORKTABLE  WITH  3  STEPS  F  10 

A1  BO 

G1 

A6 

BO 

P3 

AO 

10 . 00 

7 

REPLACE  TEMPLATE  FROM  SHEETMETAL 

AT 

WORKTABLE  TO 

WORKTABLE  WITH  2  STEPS  F  2 

A1  BO 

G1 

A3 

BO 

P3 

AO 

2.00 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (8)  1.00 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND- 
ASIDE  PF  36  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (36)  1.00 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  50  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  ) A1  BO  PI  AO  (507)  1.00 


289 

1400 

1480 

2420 

920 

1100 

160 

1480 

1840 

2540 


TOTAL  TMU 


13620 


Please  input  file  <0FFSET.M41)  ? 


File  Description  ?  MARK  OUT  WRAPPERS  FOR  OFFSET 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  .  w09  OFFSET. M41 

MARK  OUT  WRAPPERS  FOR  OFFSET  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  OFFSET  OFG:4  ll-APR-83 

NASSCO  SHEETMETAL  SHAPE  #13 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1098 

*  V6-7595 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X13 ' X55 ' L  OFFSET?  OFFSET  12' 

*  MARK  OUT  WRAPPERS  WITHOUT  TEMPLATES 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  F  4 

A1  BO  G1  A1  BO  PI  M3 2  A1  BO  PI  AO  4.00 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AND  ASIDE  PF  10  (4567) 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (10)  1.00 

POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

3  WORKTAF  5 

A1  B0  G1  A1  B0  P  6  A0  1.00 

4  MARK  SHEETMETAL  FROM  STRAIGHTEDGE  AT  WORKTABLE  5  DIGITS 

USING  AWL  AND  ASIDE  PF  5  (4567) 

A1  B0  G1  ( A1  B0  PI  R16  )  A1  B0  PI  A0  (5)  1.00 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  F  8 

A1  B0  G1  A1  B0  P  6  A0  8.00 

6  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  TO  SHEETMETAL  AT 

WORKTABLE  2  DIGITS  USING  AWL  AND  ASIDE  PF  8  (4567 

A1  B0  G1  ( A1  B0  PI  R6  )  A1  B0  PI  A0  (8)  1.00 

7  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  B0  G1  ( A1  B0  PI  R16  )  A1  B0  PI  A0  (4)  1.00 

8  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  37  (4567) 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (37)  1.00 

9  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  B0  G1  (A1  B1  PI  R3  )  A1  B0  PI  A0  (5)  1.00 

10  PLACE  SHEETMTAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00 

11  MOVE  CART  WITH  SHEETMETAL 2  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  B0  PI  AO  1.00 


1520 

540 

90 

940 

720 

680 

760 

1890 

290 

220 


700 


TOTAL  THU 


3350 


Type  B  r  EM  j CT > EW » EX > L » LD »LS»M»TjW  <or  H  for  help>  ? 


T 


Please  input  file  <OFFSET.M42>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  OFFSET 


Output  to  line-printer  <Y  or  N>  ?  N 


(39,  3  ) 

FIT  .  W09  OFFSET. M42 

SHEAR  SHEETMETAL  FOR  OFFSET  WITH  SMALL  8  FT.  SHEAR  AT  SHEETMETAL 

SHOP 

PER  OFFSET  OFG :  4  08-APR-83 

NASSCO  SHEETMETAL  SHAPE  #13 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1098 

*  V6-7595 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X13 ' X55 ' L  OFFSET,  OFFSET  12' 

*  2  FILTERS  REQUIRED 

*  SHEAR  SPACER  STRIPS 
FITTER  BEGINS  AT  SMALLSHEAR 


1 

POSITION  SHEETMETAL2  FROM  CART  AT  SMALLSHEAR 

TO 

SMALLSHEAR  WITH  4  STEPS  F  4 

A1  BO  G1 

A6 

B0 

P  6 

AO 

4.00 

560 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

A1  BO  G1 

Ml 

X6 

IO 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL2  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  WITH 

3  STEPS  F  12 

A1  BO  G1 

A6 

B0 

P  6 

AO 

12.00 

1680 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

F  12 

A1  BO  G1 

Ml 

X6 

IO 

AO 

12 . 00 

1080 

5 

REPLACE  SHEETMETAL2  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  10  STEPS  F  2 

A1  B0  G1 

A16 

B0 

P3 

AO 

2.00 

420 

6 

MOUE  CART  WITH  SHEETMETAL2  FROM  SMALLSHEAR  TO  WORKTABLE 

A1  B0  G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL  TMU  4560. 


Type  D, EM, CT, EW, EX, L, LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  RADIUS  ON  CHEEKS  FOR  OFFSET 
output  to  line-printer  <Y  or  N>  ?  N 
(39,  3) 

FIT  '  . W09  OFFSET. M43 

SHEAR  RADIUS  ON  CHEEKS  FOR  OFFSET  WITH  UNI-SHEAR  AT  SHEETMETAL 

SHOP 

PER  OFFSET  OFG :  4  21-JUL-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1098 

*  V6-7595 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X13 ' X55 ' L  OFFSET,  OFFSET  12' 

*  BEND  UP  EDGE-CORNERS  FOR  EDGE 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

2  MOUE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO 

3  OPERATE  UNISHEAR  PROCESS  F  17 

A1  BO  G1  M6  X17310  AO 

4  CUT  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  2  CUTS  USING 

SNIPS  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  P3  C3  )  A1  BO  PI  AO  (16) 

5  FASTEN  [FLATTEN]  CORNERS  ON  SHEETMETAL  AT  WORKTABLE  3 

STRIKES  USING  HAMMER  AND  ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PO  F 6  )  A1  BO  PI  AO  (16) 

GRIP  AND  TWIST  EDGE  CORNERS  ON  SHEETMETAL  AT  WORKTABLE 
b  1  TWIST  USING  VISEGRIPS  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (4) 

REPLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 
1  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO 

MOUE  CART  WITH  SHEETMETAL2  FROM  WORKTABLE  TO  LAPOUT 
°  A1  BO  G1  A54  BO  PI  AO 


2.00 

220 

1.00 

1970 

17.00 

30770 

1.00 

1160 

1.00 

1160 

1.00 

240 

2.00 

220 

1.00 

570 

TOTAL  TMU  36310. 

io?e 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


T 


Please  input  file  <OFFSET.M44)  ? 


File  Description  ?  FORM  LAP  ENDS  FOR  OFFSET 


Output  to  line-Printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  . W09  OFFSET. M44 

FORM  LAP  ENDS  FOR  OFFSET  WITH  LAPOUT  MACHINE  AT  SHEETMETAL  SHOP 
PER  OFFSET  OFG:  4  08-APR-83 

NASSCO  SHEETMETAL  SHAPE  #13 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1098 

*  V6-7595 

*18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X13 ' X55 ' L  OFFSET,  OFFSET  12' 

FITTER  BEGINS  AT  LAPOUT 


1 

PLACE  SHEETMETAL2  FROM  CART  AT 
STEPS  F  4 

A1  B0 

LAPOUT  TO  LAPOUT 

G1  A6  B0  P3 

WITH  4 

A0 

4.00 

440. 

2 

OPERATE  LAPOUT-SWITCH  PROCESS  F 

A1  B0 

4 

G1  M6  XI 6  IO 

A0 

4.00 

960. 

3 

REPLACE  SHEETMETAL2  FROM  LAPOUT 
4  STEPS  F  4 

A1  B0 

TO  CART  AT  LAPOUT  WITH 

G1  A6  B0  P3  A0 

4.00 

440. 

MOVE  CART  WITH  SHEETMETAL2  FROM 

A1  B0 

LAPOUT  TO  EDGER 

G1  A16  B0  PI 

A0 

1.00 

19  0 

TOTAL  TMU  2030. 


4  Z,9oo 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  help>  ? 


Please  input  file  <OFFSET.M45>  ? 


File  Description  ?  FORM  90  DEGREE  EDGE  ON  CHEEKS  FOR  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 

(39,  3  ) 

FIT  '  . W09  OFFSET. M45 

FORM  90  DEGREE  EDGE  ON  CHEEKS  FOR  OFFSET  WITH  EDGER  MACHINE  AT 
SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  08-APR-83 

NASSCO  SHEETMETAL  SHAPE  #13 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1098 
* (V6-7595 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X13 ' L  OFFSET,  OFFSET  12' 

*  USE  TURNED  UP  EDGE  TO  START  METAL — 

*  THROUGH  EDGER 
FITTER  BEGINS  AT  EDGER 


1 

PLACE  SHEETMETAL2  FROM  CART 

AT 

EDGER  TO 

EDGER  WITH  4 

STEPS  F  2 

A1 

B0 

G1  A6 

B0  P3 

AO 

2.00 

220 

2 

PUSH  EDGER-SWITCH  PROCESS  F 

4 

A1 

B0 

G1  Ml 

X42  IO 

AO 

4.00 

1800 

3 

PUSH  AND  GUIDE  SHEETMETAL2 

4 

A6 

THROUGH  EDGER 

WITH  4 

STEPS  F 

B0 

G1  Ml 

X0  13 

AO 

4.00 

440 

4 

REPLACE  SHEETMETAL2  FROM  EDGER 

TO  CART  AT  EDGER 

WITH  4 

STEPS  F  2 

A1 

B0 

G1  A6 

B0  P3 

AO 

2.00 

220 

5 

MOUE  CART  WITH  SHEETMETAL2 

FROM 

EDGER  TO 

PITTSBURGH 

A1 

B0 

G1  A16 

B0  PI 

AO 

1.00 

190 

TOTAL  TMU  2870. 

Type  D, EM, CT, EW, EX, L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

4^770 


T 


Please  input  file  <OFFSET.M46>  ? 


File  Description  ?  FORM  PITTSBURGH  LOCK  FOR  OFFSET 
OutPut  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  .  W09  OFFSET. M46 

FORM  PITTSBURGH  LOCK  FOR  OFFSET  WITH  PITTSBURGH  MACHINE  AT 
SHEETMETAL  SHOP 

PER  OFFSET  OFG:  4  08-APR-83 

NASSCO  SHEETMETAL  SHAPE  #13 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1098 

*  V6-7595 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X13 ' X55 ' L  OFFSET,  OFFSET  12' 

*  USE  16-18  GAUGE  PITTSBURGH  MACHINE 
FITTER  BEGINS  AT  PITTSBURGH 


1  PLACE  SHEETMETAL2  FROM  CART  AT  PITTSBURGH  TO  PITTSBURGH 
WITH  4  STEPS  F  2 


A1  BO 

G1 

A6  BO 

P3 

A0 

2.00 

220 

2 

PUSH  PITTSBURGH-BUTTON  PROCESS  F 

4 

A1  BO 

G1 

Ml  '  X32 

10 

A0 

4.00 

1400 

3 

PUSH  AND  GUIDE  SHEETMETAL2  THROUGH 

PITTSBURGH  WITH  4 

STEPS  F  4 

A6  BO 

G1 

Ml  X0 

13 

A0 

4.00 

440 

4 

REPLACE  SHEETMETAL2  FROM  PITTSBURGH 

TO  CART 

AT 

PITTSBURGH  WITH  4  STEPS  F  2 

A1  BO 

G1 

A6  BO 

P3 

A0 

2.00 

220 

5 

MOUE  CART  WITH  SHEETMETAL2  FROM 

PITTSBURGH  TO  WORKTABLE 

A1  BO 

G1 

A54  B3 

pi 

A0 

1.00 

600 

TOTAL  TMU  2880. 


48,  & 


Type  D, EM, CT, EW, EX, L, LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


T 


Please  input  file  <OFFSET.M47>  ? 


File  Description  ?  POSITION  SPACERS  FOR  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  '  . W09  OFFSET. M47 

POSITION  SPACERS  FOR  OFFSET  WITH  HAMMER  AT  SHEETMETAL  SHOP 
PER  OFFSET  OFG :  4  08-APR-83 

NASSCO  SHEETMETAL  SHAPE  #13 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1098 

*  V6-7595 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X13 ' X55 ' L  OFFSET,  OFFSET  12 

*  PROTECT  PITTSBURGH  LOCKS  WITH  SPACERS  - 

*  BEFORE  ROLLING 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  F  2 


2 

A1  BO  G1  A6  BO  P3  AO 
FASTEN  SHEETMETAL  TO  WORKTABLE  3  STRIKES 

USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  16  (4567) 

2.00 

220. 

A  1  BO  (A1  BO  PO  F  6  )  A1  BO  PI  AO  (16 

3  POSITION  SHEETMETAL  [SPACERS]  TO  SHEETMETAL  [PITTSBURGH 
LOCK]  AT  WORKTABLE  WITH  3  STEPS  F  8 

)  1.00 

1160. 

4 

A1  BO  G1  A6  BO  P6  AO 

FASTEN  SHEETMETAL  [SPACERS]  TO  SHEETMETAL  [PITTSBURGH 
LOCKI]  AT  WORKTABLE  1  STRIKE  USING  HAMMER  AT  WORKTABLE 
AND  ASIDE  PF  16  (4567) 

8.00 

112  0 

5 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (16 

PLACE  MASKING-TAPE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  4  STEPS  F  16 

)  1.00 

680. 

6 

A1  BO  G1  A6  BO  P3  AO 

MOUE  SHEETMETAL2  FROM  WORKTABLE  TO  ROLLER 

16.00 

1760. 

A1  BO  G1  A54  BO  PI  AO 

1.00 

570. 

TOTAL 

TMU 

5510. 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


FV,  /Go 


T 


Please  input  file  <OFFSET.M48>  ? 


File  Description  ?  FORM  RADIUS  ON  WRAPPERS  FOR  OFFSET 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3  ) 

FIT  .  W09  OFFSET. M48 

FORM  RADIUS  ON  WRAPPERS  FOR  OFFSET  WITH  ROLL  FORMER  (ROLLER)  AT 
SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  08-APR-83 

NASSCO  SHEETMETAL  SHAPE  #13 

*  HULL  414 

*  DRAWING  501-062 

*  V2-1098 

*  V6-7595 

*  18  GAUGE  GALV.  SHEETMETAL 

*  208X13'X55'L  OFFSET,  OFFSET  12' 

*  CHECK  RADIUS  ON  WRAPPERS  WITH 

*  RADIUS  ON  CHEEK 
FITTER  BEGINS  AT  ROLLER 


1 

PLACE  SHEETMETAL2  FROM  FITTER  AT 

ROLLER  TO  : 

ROLLER  WITH 

3  STEPS  F  4 

A1  BO 

G1  A6  BO 

P3 

AO 

4.00 

440 

2 

FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL2  AT  ROLLER  6 

SPINS 

USING  HAND  WITH  2  STEPS  F  10 

A1  BO  G1  A1  BO  PI 

F10  AO  BO 

PO 

AO 

10.00 

1400 

3 

PUSH  ROLLER-BUTTON  PROCESS  F  16 

A1  BO 

G1  Ml  X96 

10 

AO 

16.00 

15840, 

4 

POSITION  SHEETMETAL2  [WRAPPERS] 

FROM  ROLLER 

TO 

SHEETMETAL2  [CHEEK]  AT  ROLLER  WITH  3  STEPS 

F  8 

A1  BO 

G1  A6  BO 

P  6 

AO 

8.00 

1120 

5 

MOVE  SHEETMETAL2  FROM  ROLLER  TO 

WORKTABLE 

A1  BO 

G1  A54  B3 

PI 

AO 

1.00 

600 

TOTAL 

TMU 

19400. 

73  S'&o 


Type  D,  EM,  CT,  EW,  EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


T 


Please  input  file  <OFFSET.M49>  ? 

File  Description  ?  ASSEMBLE  CHEEKS  AND  WRAPPERS  FOR  OFFSET 
Output  to  line-printer  <Y  or  N>?  N 
(39,  3  ) 

FIT  '  OFFSET. M49 

ASSMOSLE-  CHEEKS  AND  WRAPPERS  FOR  UPPSET  WITH  HAMMER  AT  SHEETMETAL 


onur 

PER  UPPSET  -  - iffur  4  33 

NASSCTJ  SHht.  I  nil  1  m_-  SHttrcr  =ri  _ 

*  HULL  414  • 

*  DRAWING  501-062 

*  V2-1098 

*  116-7595 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X13 ' X55  '  L  OFFSET,  OFFSET  12 

*  HOLD  CHEEKS  &  WRAPPERS  IN  POSITION  WITH 
*  B ARC LAMP 

FITTER  BEGINS  AT  WORKTABLE 

PLACE  SHEETMETAL2  FROM  PITTBURGHS  FITTER  AT  WORKTABLE  TO  WORKTABLE 

'  irrr~  *  Sr"  '  "  A  1  B  0  G1  A3  BO  P3  AO  1.00  8  0 

2  REPLACE  MASKING-TAPE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  3  STEPS  F  18_ 

A1  B0  G1  A6  B  P3  A0  16.00  1  7  6  0. 

3  LOOSEN  SHEETMETAL  [SPACERS]  FROM  SHEETMETAL  [PITTSBURGH 

LOCKS]  AT  WORKTABLE- 1-STRIKE  USING  HAMMER  AT  WORKTABLE 
"AND  ASIDE  PF  16  (4567) 

A1  B0  G1  ( A1  B0  P0  L3  )  A1  B0  PI  A0  (16)  1-00  680. 

4  MOUE  BARCLAMP2  FROM  TOOLROOM  TO  WORKTABLE 

'  A96  B0  G1  A96  B3  PI  A0  1-00  1970. 

5  POSITION  SHEETMETAL  [CHEEK]  TO  SHEETMETAL  [WRAPPERS]  AT 
WORKTABLE  WITH  3  STEPS  F2 

A1  B0  G1  A6  B0  P6  A0  2.00  280. 

6  PLACE  BARCLAMP  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  6 

A1  B0  G1  A1  B0  P3  A0  6.00  360. 

7  FASTEN  BARCLAMP  TO  SHEETMETAL  AT  WORKTABLE  3 

'WRIST-TURNS  USING  HAND  PF  6  (4567) 

A1  B0  G1  ( A1  B0  PI  F 6  )  A0  B0  P0  A0  (6)  1.00  500." 

8  POSITION  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  WITH  2 

STEPS  F  24 

A1  B0  G1  A3  B0  P6  A0  b  24.00  2  6  4  0. 

FASTEN  SETTINGTOOL  TO  SHEETMETAL  AT  WORKTABLE  Z  STRIKES 

'USING  HAMMER  AT  WURJCI  AttLfc.  bku  Hsivt  rr  k  o  o  f  T  " 

■•hi  •  av  ■  oi  \hi  bv  ru  ra  ;«r  bkt  rr  AO  (24)  1.00  1720. 

10  FASTEN  SHEETMETAL  TO  SHEETMETAL  .AT  .WORKTABLE?  STRIKES 
”T33rnu-  rmnncrc  hi  wurciv  i  hslh  -  ANLr  ASIUE  PF  16  <  4  5  6  7  ) 

A1  B0  G1  ( A1  B0  P0  FI  6  )  A1  B0  PI  A0  (16)  1.00  2760. 

SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  16  STRIKES 
USING-HAMMER  AT  WORKTABLE  AND  ASIDE  FP  4  (4567) 

a  i  B0  G1B0  (A1  B0  PO  F32  )  A1  B0  PI  A0  (80)  1.00  26440. 

INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 


•  AO  BO  GO  AO  BO  PO  TIO  AO  BO  PO  AO  1.00 

(fpPS'&t 

TOTAL  THU 


100. 

39290. 


Tape~UfEM»CT7EW»EX»L7Lri.LSrH»T.W  Cor  H  for  help>  ? 
S 


A&'/aZ  tSW/Sf  ^  S3 


/£  "r/<?  "/£  ar/'S£-/  - 


File  Description  ?  MARK  OUR  CHEEKS  FOR  RECTANGULAR  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39 »  1) 

FIT  .Wll  OFFSET. M01 

MARK  OUT  CHEEKS  FOR  RECTANGULAR  OFFSET  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  OFFSET  OFG :  4  26-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 ' X12 ' X60 ' L  RECTANGULAR  OFFSET 

*  OFFSET  24 

*  MARK  OUT  CHEEKS  WITH  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  5  STEPS  F  2 

A1  BO  G1  A10  BO  P  6  AO  2.00 

2  POSITION  WEIGHTS  FROM  WORKTABLE  TO  TEMPLATE  AT 

WORKTABLE  WITH  3  STEPS  F  6 

A1  BO  G1  A6  BO  P6  AO  6.00 

3  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567 


A1  BO 

G1  (A1  BO  PI 

R16 

)A1 

BO  PI 

AO 

(6) 

1.00 

4 

REPLACE 

WEIGHTS 

FROM  TEMPLATE  AT 

WORKTABLE  TO  WORKTABLE 

WITH  3 

STEPS  F 

6 

A1  BO 

G1 

A6 

BO  P3 

AO 

6.00 

5 

REPLACE 

TEMPLATE  FROM  SHEETMETAL 

AT 

WORKTABLE  TO 

WORKTABLE  WITH 

5  STEPS  F  2 

A1  BO 

G1 

A10 

BO  P3 

AO 

2.00 

6 

MARK  CUT 

'  LINES 

ON  SHEETMETAL  AT 

WORKTABLE 

5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE 

PF  6 

(456 

7  ) 

A1  BO 

G1  ( A1  BO  PI 

R16 

)A1 

BO  PI 

AO 

(6) 

1.00 

7  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  44  (4567) 


A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (44)  1.00 

8  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (52)  1.0  0 


TOTAL  TMU 


360. 

840. 

1120. 

660. 

300. 

1120. 

2240. 

2640. 

9280. 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T,  W  <or  H  for  help>  ? 


File  Description  ?  MARK  OUT  WRAPPERS  FOR  OFFSET 


output  to  line-printer  <Y  or  N>  ?  N 


(39,1) 

FIT  .Wll  OFFSET. M02 

MARK  OUT  WRAPPERS  FOR  RECTANGULAR  OFFSET  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  OFFSET  OFG :  4  26-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 ' X12 ' X60 ' L  RECTANGULAR  OFFSET 

*  OFFSET  24' 

*  MARK  OUT  WRAPPERS  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (4)  1.00 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (6)  1.00 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  3 

A1  BO  G1  A6  BO  P6  AO  3.00 

4  MARK  LINES  FROM  STRAIGHTEDGE  LTO  SHEETMETAL  AT 

WORKTABLE  5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 
3(4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (3)  1.00 

5  POSITION  CORNER  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL 

AT  WORKTABLE  WITH  2  STEPS  F  8 

A1  BO  G1  A3  BO  P6  AO  8.00 

6  MARK  SHEETMETAL  FROM  CORNER  TEMPLATE  AT  WORKTABLE  2 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  8  (4567 


A1  BO  G1  ( A1  BO  PI  R6  )  A1  BO  PI  AO  (8)  1.00 

7  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  11  (4567) 

A1  BO  G1  (A1  BO  PI  R16  )  A1  BO  PI  AO  (11)  1.00 

8  MARK  C INSTRUCT I ON  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  44  (4567) 

A1  B0  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (44)  1.00 

9  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 


A1  BO  G1  ( A1 

BO 

PI 

R3 

)A1 

BO 

PI 

A0  (52) 

1.00 

PLACE 

SHEETMETAL2  FROM  WORKTABLE 

TO 

CART 

AT 

WORKTABLE 

WITH 

4  STEPS  F  2 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

2.00 

MOUE 

CART  FROM  WORKTABLE 

TO 

14FT 

.  SHEAR 

A1 

BO 

G1 

A81 

BO 

PI 

AO 

1.00 

TOTAL  TMU 


1400 

340 

420 

580 

880 

680 

2020 

2240 

2640 

220 

840 

12260 


File  Description  ?  SHEAR  SHEETMETAL  FOR  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,1) 

FIT  .Wll  OFFSET. M03 

SHEAR  SHEETMETAL  FOR  RECTANGULAR  OFFSET  WITH  14FT.  SHEAR  AT 
SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  26-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 ' X12 ' X46 ' L  RECTANGULAR  OFFSET 

*  OFFSET  24' 

FITTER  BEGINS  AT  14FT. SHEAR 


1 

POSITION  SHEETMETAL2  FROM  CART  AT  14FT. SHEAR 

TO 

14FT. SHEAR  WITH  4  STEPS  F  2 

A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280 

2 

PUSH  14FT . SHEAR-FOOTPEDAL  PROCESS  F 

2 

A1  BO  G1 

Ml 

X3 

10 

AO 

2.00 

120 

3 

POSITION  SHEETMETAL2  FROM  14FT. SHEAR  TO 

14FT 

.SHEAR  WITH 

3  STEPS  F  16 

A1  BO  G1 

A6 

BO 

P  6 

AO 

16.00 

2240 

4 

PUSH  14FT. SHEAR-FOOTPEDAL  PROCESS  F 

16 

A1  BO  G1 

Ml 

X3 

10 

AO 

16.00 

960 

5 

REPLACE  SHEETMETAL  FROM  14FT. SHEAR 

TO  CART  AT 

14FT. SHEAR  WITH  10  STEPS  F  2 

A1  BO  G1 

A16 

BO 

P3 

AO 

2.00 

420 

6 

MOUE  CART  FROM  14FT. SHEAR  TO  WORKTABLE 

A1  BO  G1 

A81 

B3 

PI 

AO 

1.00 

870 

TOTAL  TMU  4890. 


Type  D, EM, CT, EW, EX, L, LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


OFFSET. M04 


File  Description  ?  CUT  RADIUS  ON  CHEEKS  FOR  OFFSET 
output  to  line-printer  <Y  or  N>  ?  N 
(39,1) 

FIT  .Wll  OFFSET. M04 

CUT  RADIUS  ON  CHEEKS  FOR  RECTANGULAR  OFFSET  WITH  SABER-SAW  AT 
SHEETMETAL  SHOP 

PER  OFFSET  OFG :  4  26-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  11  GAUGE  GALV.  SHEETMETAL 

*  18 ' X12 ' X60 ' L  RECTANGULAR  OFFSET 

*  OFFSET  24' 

*  CUT  RADIUSES  &  CORNERS  ON  CHEEKS 

*  CUT  CORNERS  ON  WRAPPERS 
FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO 
WORKTABLE  WITH  4  STEP'S  F  2 


A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280. 

2 

MOUE  SABER-SAW2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1 

A9  6 

B3 

PI 

AO 

1.00 

1970. 

3 

FASTEN  NUT  (SAW-BLADE)  TO  SABER-SAW 

AT  WORKTABLE 

3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE 

AND 

ASIDE  F  4 

A1  BO  G1  A1  BO  P3  F6 

A1 

BO 

PI 

AO 

4.00 

560. 

4 

OPERATE  SABER-SAW  AT  WORKTABLE  PROCESS  F 

20 

A1  BO  G1 

M6 

X67 

10 

AO 

20100 

5 

REPLACE  SHEETMETAL2  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1 

A6 

BO 

P3 

AO 

2.00 

» 

6 

MOUE  CART  FROM  WORKTABLE  TO  ROLLER 

A1  BO  G1 

A54 

BO 

PI 

AO 

1.00 

570. 

TOTAL  TMU  18  600. 

Type  D, EM, CT, EX, T, W  <or  H  for  help>  ? 


Z24  I? 


File  Description  ?  FORM  RADIUS  ON  WRAPPERS  FOR  OFFSET 
output  to  line-printer  <Y  or  N>  ?  N 


(39,1) 

FIT  .Wll  OFFSET. M05 

FORM  RADIUS  ON  WRAPPERS  FOR  RECTANGULAR  OFFSET  WITH 
ROLLER  (ROLL  FORMER)  AT  SHEETMETAL  SHOP 

PER  OFFSET.  OFG :  4  2  6-MAY-83 

NASSCO  SHEETMETAL  SHAPE  13 

*  11  GAUGE  GALv.  SHEETMETAL 

*  18 ' X12 ' X60 ' L  RECTANGULAR  OFFSET 

*  OFFSET. 24' 

*  ROLL-UP  WRAPPER  RADIUSES  AND  — 

*  CHECK  THEM  WITH  RADIUSES  ON  CHEEKS 

*  COMPLETE  IN  WELD  BOOTH  AREA 

*  SEE  MWELD  .  .  .  SEE  OFFSET. M06 
FITTER  BEGINS  AT  ROLLER 


1  PLACE  SHEETMETAL2  FROM  CART  AT  ROLLER  TO  ROLLER  WITH  4 
STEPS  F  2 


A1  BO 

G1 

A6 

BO 

P3 

AO 

2.00 

220 

2 

FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL2  AT  ROLLER 

3 

SPINS 

USING  HAND  WITH  2  STEPS  F  6 

A1  BO  G1  A1  BO  PI 

F  6 

AO 

BO 

PO 

AO 

6.00 

600 

3 

PUSH  ROLLER-BUTTON  PROCESS  F  16 

A1  BO 

G1 

Ml 

X96 

10 

AO 

16.00 

15840 

4 

POSITION  SHEETMETAL  FROM  ROLLER 

TO 

SHEETMETAL 

AT 

ROLLER  WITH  3  STEPS  F  8 

A1  BO 

G1 

A6 

BO 

P  6 

AO 

8.00 

1120 

5 

PLACE  SHEETMETAL2  FROM  ROLLER  TO 

CART  AT 

ROLLER 

WITH  10 

STEPS 

A1  BO 

G1 

A16 

BO 

P3 

AO 

1.00 

210 

6 

MOVE  CART  FROM  ROLLER  TO  WORKTABLE 

A1  BO 

G1 

A54 

B3 

PI 

AO 

1.00 

600 

TOTAL  TMU  18590 


qao  8"o 
) 


Type  D, EM, CT, EW, EX, L, LD, LS,  M,  T,  W  <or  H  for  heLP>  ? 


Please  input  file  <OFFSET.M06>  ? 


file  Description  ?  WELD  OFFSET 
Output  to  line-printer  <Y  or  N>  ?  N 
(39, 101) 

WELD  .W01  OFFSET.  M06 

WELD  OFFSET  WITH  ARC  (STICK)  WELDER  AT  SHEETMETAL  SHOP 
WELDING  BOOTH 

PER  OFFSET  OFG :  4  21-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  13 
*11  GAUGE  GALV.  SHEETMETAL 

*  18X12X60'  RECTANGULAR  OFFSET,  OFFSET  24' 

*  WELDING  DONE  IN  WELD  BOOTH  AREA 

*  WELDOR  PERFORMS  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  FITTER  MOUE  CART  FROM-WORKTABLE  TO  WELDTABLE 

A1  B0  G1  A131B3  PI  A0  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  IO  A32  1.00  370. 

5  WELDOR  TURN  CURRENT  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  B0  G1  M3  X0  IO  A1  1.00  60. 

6  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  8 

A3  B3  G1  A1  B0  P6  A0  8.00  1120. 

7  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  8 

A1  B0  G1  Ml  X10  IO  A0  8.00  1040. 

8  WELDOR  FASTEN  WELDROD  TO  STINGER1  AT  WELDTABLE  1 

WRIST-TURN  USING  HAND  F  53 

A1  BO  G1  A1  BO  PI  F3  AO  BO  PO  AO  53.00  3710. 

9  FULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  53 

A1  BO  G1  Ml  XO  IO  A1  53.00  2120. 

10  WELDOR  POSITION  STINGER1  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  53 

A1  BO  G1  A1  BO  P  6  AO  53.00  4770. 

11  WELDOR  OPERATE  WELD  STINGER1  AT  WELDTABLE  PTIME  65  S  F 

40 

A1  BO  G1  M6  X17310  AO  40.00  72400. 

12  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  53 

A1  BO  G1  Ml  XO  IO  A1  53.00  2120. 

13  WELDOR  LOOSEN  SLAG  FROM  SHEETMETAL  ASSEMBLY  AT 

WELDTABLE  6  STRIKES  USING  SLAGHAMMER  AT  WELDTABLE  AND 
ASIDE  PF  20  (4567) 

A1  BO  G1  ( A1  BO  PO  LI 6  )  A1  BO  PI  AO  (20)  1.00  3440. 

14  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 


ARM-STROKES  USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF 
8  0  (4  5  6  7) 


A1  BO  G1 

( A1  BO 

PI 

CIO 

)A1  BO  PI 

AO  (80 

)  1.00 

9640 

REPLACE  SHEETMETAL 

ASSEMBLY 

FROM  WELDTABLE  TO  CART  AT 

WELDTABLE  WITH  4 

STEPS  F  2 

A1 

BO 

G1 

A6  BO  P3 

AO 

2.00 

220 

FITTER  MOVE  CART  FROM  WELDTABLE 

TO 

WORKTABLE 

A1 

BO 

G1 

A131B0  PI 

AO 

1.00 

1340 

TOTAL 

TMU 

104160 

File  Description  ?  WELD  OFFSET 
output  to  line-Printer  <Y  or  N> 


y-ss-ss 


"s'~  /o  OAJG'. 


PECUlRSDJ 


nviTY:  A7AAA1 


0IN  Qon  l_J  FOB 
==33UCT,ECUI=MENT 


□  to  QQat 

SiZE/CARACITY: _ 

WCHK  A  a  2. A  ORIGIN: 
.VCRK  AREA  NUMBER 


AA^/ 


KSYWORD/  .METHOO  DESCRIPTION 


SPECIAL.  CONDITIONS  /  *  KEYPCINTS 


t.f.'.t.O.  MrA/AAPAA  .m/t  ~A3 


// / & r  /d-J  A  o  "/a  OAASiA.  AAA 


DATA  UNIT 


TE.V.PCRARY 
P’LE  NAMS/NG. 


WORK  AREA  LAYOUT  i  /?/.  k/.o*// 1  □  c 

MOST  ANALYSIS  |  $ /A.  A.  r~  /  □  L_ 

COMEinEO  SUS-0=  i _ j  Q  .1 

TITLE  3HEE"  j  j  □  □ 


ATOR: 

INS: 

IH 

COM3INE2  305-3=  i 
TITLE  5H  EE-  j 


FILED 


LOC.  NO. 


DATA  COORDINATC 


<  S1M0  >  (PF,  F 


</A/t/A  //-//PA//r  A^o/A  A^/AA/r 


'aa77¥a-aaa 


/aapaaat  / 


"-z? 


eAAr/XAAA 


/,sr/AA7/r  ma//A  3  f/A'AJ  /~-£ _ 


fA/?f  ev/z/A/r  ttrt  Aaap/a/a  7*  S/^r/^Az  Ar _ 


jT  A?S£//s  (/?///£  Ak/A  A  /  tsf/rt/t/S/tr  A-ajap  AfAAA  //A- & 


'ytPAACr  Lsir/GP/s  APa/S  VPA^PAa/jT  /a  Ia/oP^/aJ/J: 


h//Z  A  ,  ?  J7>A  A*  & _ 

9eP/L4c£  ~/aP1  A/A /<T  AAa/S  ^/A'p/a/s/aA  ~7?>  fo/f /e  A:  1 


/V/t pj:  rtAj^/Pcsc/zaA  //z/Z  jCAfAZ/aA/  s/A 
A 


J./  IP  a- pa/a A /A  /  A?/i*//  LrZZXJA'  /?A  AfPPPA/  J-/  tv  tPA/A&Af  J// 


PJ/Pt  A  A  p'p/aPAc.a/ao  l  J  ‘  /A //  $//AArmA-A&  /■/  k/fAP/AQAA' 


I  A  AAA//  AS /A  A  //AcPATA/  // AySAP/^SAyT  AAA  J-AA/PA'  /A~  A  P 


S///' if //%/(/  /S'/i/aA-p  CfgwfWke/i /)  fZ/it/G-g' 


c*e  "  X  Fo  "  /r/4A/&JT 


■  %/ir/f  /VA/V^g  ~7~t  SaL  /6^c/S  5~  4  &  O  J  ^//c/. 


File  Description  ?  RIVET  FLANGE  TO  VENT  DUCT  (TEMPORARILY) 

^^Dutput  to  line-printer  <Y  or  N>  ?  N 
(  39,  101) 

FIT  .  W12  FLANGE. M10 

RIVET  Flange  ON  VENT  DUCT  WITH  RIVET-GUN  at  SHEETMETAL  SHOP 
PER  FLANGE  OFG :  4  2  8-JUN-83 

RIVET  TEMPORARILY  FOR  SHIPPING  AND  FITTING 

*  20 ' X20 '  GALV.  FLANGE 

*  ATTACH  FLANGE  TO  VENT  DUCT  TEMPORARILY — 

*  — FOR  SHIPPING  AND  PRELIMINARY  FITTING 
FITTER  BEGINS  AT  WORKTABLE 

1  MOUE  FLANGE  FROM  FLANGEAREA  TO  WORKTABLE 

A152B0  G1  A152B3  PI  AO  1.00  3090. 

2  POSITION  FLANGE  'FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE 

A1  B0  G1  A1  B0  P  6  A0  1.00  90. 

3  FASTEN  5-32DRILLBIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  B0  G1  A1  B0  P3  F6  A1  B0  PI  A0  1.00  140. 

4  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  B0  G1  A1  B0  P  6  A0  4.00  360. 

5  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  4 

A1  B0  G1  M6  X6  IO  A0  4.00  560. 

6  POSITION  RIVET  FROM  WORKTABLE  to  SHEETMETAL  at 

WORKTABLE  F  4 

A1  B3  G1  A1  B0  P  6  A0  4.00  360. 

7  POSITION  RIVETGUN  FROM  WORKTABLE  TO  RIVET  AT  WORKTABLE 

F  4 

A1  B0  G1  A1  B0  P  6  A0  4.00  360. 

8  OPERATE  RIVETGUN  AT  WORKTABLE  PROCESS  F  4 

A1  B0  G1  M6  X3  IO  A0  4.00  440. 


TOTAL  TMU  5400. 


Type  D,  EM,  CT,  EX,  T,  W  <or  H  for  help>  ? 


27 % 


3"  X  6"  fXX//6X 


File  Description  ?  RIVET  FLANGE  TO  VENT  DUC  (TEMPORARILY) 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  101) 

FIT  .  W12  FLANGE. M01 

RIVET  FLANGE  ON  VENT  DUCT  WITH  RIVET-GUN  AT  SHEETMETAL  SHOP 
PER  FLANGE  OFG :  4  2  8-JUN-83 

RIVET  TEMPORARILY  FOR  SHIPPING  AND  FITTING 

*  8 ' X6 '  GALV.  FLANGE 

*  ATTACH  FLANGE  TO  VENT  DUCT  TEMPORARILY — 

*  —FOR  SHIPPING  AND  PRELIMINARY  FITTING 
FITTER  BEGINS  AT  WORKTABLE 

1  MOUE  FLANGE  FROM  FLANGE  AREA  TO  WORKTABLE 

A152B0  G1  A152B3  PI  AO  1.00 

2  POSITION  FLANGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE 

A1  BO  G1  A1  BO  P  6  AO  1.00 

3  FASTEN  5-32DRILLBIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO  1.00 

4  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00 

5  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  4 

A1  BO  G1  H6  X6  IO  A0  4.00 

6  POSITION  RIVET  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

-A1  B0  G1  A1  B0  P  6  A0  4.00 

7  POSITION  RIVETGUN  FROM  WORKTABLE  TO  RIVET  AT  WORKTABLE 

F  4 

A1  B0  G1  A1  B0  P  6  A0  4.00 

8  OPERATE  RIVETGUN  AT  WORKTABLE  PROCESS  F  4 

A1  B0  G1  M6  X3  IO  A0  4.00 


TOTAL  TMU 


File  Description  ?  RIVET  FLANGE  TO  VENT  DUC  (TEMPORARILY) 
Output  to  line-printer  <Y  or  N>  ?. 


3090. 

90. 

140. 

360. 

560. 

3  6  0 

360. 

440. 

5400. 


96/6  O 


/ 6  0&O 


JL4  ///M- 


/0  rf/tf- 


Please  input  file  <BMOUTH.M30>  ? 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  BELLMOUTH 
Output  to  line-printer  (Y  or  N>  ?  N 
(  39,101) 

FIT  •  S',2  BMOUTH.M30 

MARK  OUT  SHEETMETAL  FOR  BELLMOUTH  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  BELLMOUTH  OFG :  4  28-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  12 ' X15 '  TO  21 ' X24 '  BELLMOUTH 

*  MARK  OUT  WITH  TEMPLATE 

*  CENTER  PUNCH  BOLT  HOLES 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00 

2  POSITION  WEIGHT  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

WITH  3  STEPS  F  4 

A1  BO  G1  A6  BO  P6  AO  4.00 

3  MARK  LINES  ON  SHEETMETAL  Al-  WORKTABLE  5  DIGITS  USING 

AWL  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

Al  B0  G1  (Al  BO  PI  R16  )  Al  BO  PI  AO  (12)  1.00 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  12 

Al  BO  G1  Al  BO  P  6  AO  12.00 

5  FASTEN  CPUNCH  TO  SHEETMETAL  A-f  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

Al  BO  G1  (Al  BO  PO  F3  )  Al  BO  PI  AO  (12)  1.00 

6  REPLACE  WEIGHTS  FROM  TE  AT  WORKTABLE  TO  WORKTABLE  WITH 

3  ST  3  STEPS  F  4 

Al  BO  G1  A6  BO  F3  AO  4.00 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  F  4 

Al  BO  G1  Al  BO  F3  AO  4.00 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

Al  BO  G1  (Al  BO  PI  R16  )  Al  BO  PI  A0  (12)  1.00 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  40  (4567) 

Al  BO  G1  (Al  BO  PI  R3  )  Al  BO  PI  A0  (40)  1.00 

lo  MArK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTARLE  AND  ASIDE 

Al  BO  G1  Al  BO  PI  R3  Al  BO  PI  AO  1.00 


TOTAL  TMU 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N)  ? 


360. 

560. 

2200  . 

1080. 

520. 

440. 

240. 

2200. 

2040. 

90. 

9730. 


File  Description  ?  MARK  OUT  2X2  WIRE  MESH  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  101) 

FIT  .  W12  BMOUTH.M31 

MARK  OUT  2X2  WIRE  MESH  FOR  BELLMOUTH  WITH  BLACK-PEN  AT  SHEETMETAL 

SHOP 

PER  BELLMOUTH  OFG :  4  28-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  12 ' X15 '  TO  21 ' X24 '  BELLMOUTH 
FITTER  BEGINS  AT  WORKTABLE 

1  MOVE  COMPOUND  CUTTER  SNIPS  FROM  TOOLROOM  TO  FLANGE  AREA 

A96  BO  G1  A152B0  PI  AO  1.00 

2  CUT  SHEETMETAL  [2x2  WIRE  MESH]  AT  FLANGEAREA  1  CUT 

USING  SNIPS  AT  FLANGEAREA  AND  ASIDE  PF  20  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (20)  1.00 

3  MOVE  SHEETMETAL  [2X2  WIRE  MESH]  AND  SNIPS  TO  WORKTABLE 

A152B3  G1  A1  BO  PI  AO  1.00 

4  MEASURE  DIMENSIONS  ON  SHEETMETAL  [2X2  WIRE  MESH]  AT 

WORKTABLE  USING  STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4 
(4  5  6  7) 

A1  BO  G1  ( A1  B0  PI  M32  )  A1  BO  PI  AO  (4)  1.00 

5  MARK  DIMENSIONS  ON  SHEETMETAL  [2X2  WIRE  MESH]  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  FI  R3  )  A1  BO  PI  AO  (4)  1.00 

6  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  WIRE 

MESH  AT  WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00 

7  MARK  LINES  ON  SHEETMETAL  [2x2  WIRE  MESH]  at  WORKTABLE  5 

DIGITS  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  2  (  4 

5  6  7) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (2)  1.00 


TOTAL  TMU 


Type  D, EM, CT,  EX,  T,  W  <or  H  for  help>  ? 


2500, 

040  . 
1580. 

1400. 

240. 

180. 

400. 

7340. 

o7o 


File  Description  ?  MARK  OUT  SCREEN  FRAME  FOR  BELLMOUTH 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  101) 

FIT  .  W12  BMOUTH.M32 

MARK  OUT  SCREEN  FRAME  FOR  BELLMOUTH  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  BELLMOUTH  OFG :  4  28-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  12  ' X13 '  TO  21 ' X24 '  BELLMOUTH 

*  HARK  OUT  WITHOUT  TEMPLATE 

*  CENTER  PUNCH  BEND  LINES 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  ( A1  BO  FI  M32  )  A1  BO  PI  AO  (5)  1.00  1740, 

2  MARK  DIEMNSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  9  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (9)  1.00  490. 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00  180. 

4  MARK  LINE  FROM  STRAIGHTEDGE  TO  SHEETMETAL  AT  WORKTABLE 

5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  F  2 

A1  BO  G1  A1  BO  PI  R16  A1  BO  PI  AO  2.00  440. 

5  POSITION  SQUARE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  F  8 

A1  BO  G1  A1  BO  F6  AO  8.00  720. 

6  MARK  LINES  FROM  SQUARE  45  DEGREES  ON  SHEETMETAL  AT 

WORKTABLE  5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  F 
8 

A1  BO  G1  AO  BO  (FI  A1  R16  )  A1  BO  PI  AO  (45)  8.00  65120. 

7  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  8 

A1  BO  G1  A1  B0  P  6  AO  8.00  720. 

8  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (8)  1.00  360. 

9  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  PI  R16  A1  BO  PI  AO  1.00  220. 

10  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND' 

ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (16)  1.00  840. 

11  mark  IDENTIFICATION  information  ON  sheetmetal  at 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  26  (4567) 


PLACE 

WITH 

A1  BO  G1  ( A1  BO  PI 

SHEETMETAL  FROM  WORKTABLE 

4  STEPS  F  2 

R3 

TO 

)A1 

CART 

BO 

AT 

PI  AO  (2  6) 
WORKTABLE 

1.00 

1340 

A1  BO 

G1 

A6 

BO 

F3  AO 

2.00 

220 

13  MOVE  CART  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO 


1.00 


700. 


) 


File  Description  ?  SHEAR  SHEETMETAL  FOR  BELLMOUTH 


> 


.UtPUt 


to 


line-printer  <Y  or  N>  ?  N 


(  39,  101) 

FIT  •  W12  BMOUTH .  M3 3 

SHEAR  SHEETMETAL  FOR  BELLMOUTH  WITH  SMALL  8FT .  SHEAR  AT 
SHEETMETAL  SHOP 

PER  BELLMOUTH  OFG :  4  28-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  12 ' X15  '  TO  21 ' X24  '  BELLMOUTH 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  3 


A1 

BO  G1 

A6 

BO 

F  6 

AO 

3.00 

420 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1 . 00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  F  8 

A1 

BO  G1 

A1 

BO 

P  6 

AO 

8.00 

720 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

F  8 

A1 

BO  G1 

Ml 

X6 

10 

AO 

8.00 

720 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR 

TO  CART 

AT 

SMALLSHEAR  WITH  10  STEPS  F  2 

A1 

BO  G1 

A16 

BO 

P3 

AO 

2.00 

420 

6 

MOVE  CART  FROM  SMALLSHEAR  TO 

WORKTABLE 

A1 

BO  G1 

A67 

B3 

PI 

AO 

1.00 

730 

TOTAL 

TMU 

3100 

File  Description  ?  SHEAR  SHEETMETAL  FOR  BELLMOUTH 
Output  to  line-Printer  <Y  or  N>  ? 


File  Description  ?  SHEAR  SHEETMETAL  RADIUS  FOR  BELLMOUTH 


OutPut  to  line-printer  <Y  or  N>  ?  N 
(39, 101) 

FIT  .  W12  BMOUTH .  M3  4 

SHEAR  RADIUS  FOR  BELLMOUTH  WITH  UNI-SHEAR  AT  SHEETMETAL  SHOP 
PER  BELLMOUTH  OFG :  4  2  9-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  12 ' X15 '  TO  21 ' X24 ' 

FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  F  2 


A1  BO  G1 

A6  BO 

P3 

AO 

2.00 

220 

2 

MOUE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1 

A96  B3 

PI 

AO 

1.00 

1970 

3 

POSITION  UNISHEAR  FROM  WORKTABLE  TO 

SHEETMETAL  AT 

WORKTABLE  F  8 

A1  BO  G1 

A1  BO 

P  6 

AO 

8.00 

720 

4 

OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  F  8 

A1  BO  G1 

M6  X173I0 

AO 

8.00 

14480 

5 

PLACE  SNIPS  FROM  WORKTABLE  TO  SHEETMETAL  AT 

/i 

WORKTABLE  F 

tt 

A1  BO  G1 

A1  BO 

F3 

AO 

4.00 

240 

6 

CUT  45DEGREE  CORNERS  ON  SHEETMETAL  AT  WORKTABLE 

2  CUTS 

USING  SNIPS  AT  WORKTABLE  AND  ASIDE 

PF  4  (  4 

5  6 

7  ) 

A1  BO  G1  ( A1  BO  P3  C3 

)  A1  BO 

PI 

AO  (4) 

1.00 

320 

7 

REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1 

A6  BO 

F3 

AO 

2.00 

220 

8 

MOUE  CART  FROM  WORKTABLE  TO  ROLLER 

A1  BO  G1 

A54  BO 

FI 

AO 

1.00 

570 

TOTAL  TMU  18740 


File  Description  ?  SHEAR  SHEETMETAL  RADIUS  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ? 


File  Description  ?  FORM  RADIUS  FOR  BELLMOUTH 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,  101) 

FIT  .  W12  BMOUTH .  M3 5 

FORM  RADIUS  FOR  BELLMOUTH  WITH  HAND  OPERATED  ROLLER  AT  SHEETMETAL 

SHOP 

PER  BELLMOUTH  OFG :  4  29-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  12  ' X15  '  TO  21 ' X24 '  BELLMOUTH 

*  CHECK  RADIUS  WITH  TEMPLATE 
FITTER  BEGINS  AT  WORKBENCH 

1  POSITION  SHEETMETAL2  FROM  CART  AT  WORKBENCH  TO 

HAND-ROLLER  AT  WORKBENCH  WITH  4  STEPS  F  4 

A1  BO  G1  A6  BO  F6  AO  4.00  560. 

2  FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL  AT  HAND-ROLLER  AT 

WORKBENCH  3  SPINS  USING  FINGERS  AT  WORKBENCH  F  2 

A1  B0  G1  A1  B0  PI  F  6  A0  B0  P0  A0  2.00  200. 

3  CRANK  HAND-ROLLER  AT  WORKBENCH  3  REV  F  16 

A1  BO  G1  M6  XO  IO  A0  16.00  1280. 

4  PLACE  SHEETMETAL  FROM  HAND-ROLLER  AT  WORKBENCH  TO 

SHEETMETAL2  [CHEC  RADIUS]  AT  WORKBENCH  F  4 

A1  B0  G1  A1  B0  P3  A0  4.00  240. 

5  REPLACE  SHEETMETAL  FROM  WORKBENCH  TO  CART  AT  WORKBENCH 

WITH  4  STEPS  F  4 

A1  B0  G1  A6  B0  P3  A0  4.00  440. 

6  MOVE  CART  FROM  WORKBENCH  TO  LEAFBRAKE 

A1  B0  G1  A10  B0  PI  A0  1.00  130. 


TOTAL  TMU  2850. 


File  Description  ?  FORM  RADIUS  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ? 


File  Description  ?  BEND  SHEETMETAL  FOR  BELLMOUTH 


Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  101) 

FIT  .  W12  BMOUTH.M36 

BEND  SHEETMETAL  FOR  BELLMOUTH  WITH  LEAFBRAKE  AT  SHEETMETAL  SHOP 
PER  BELLMOUTH  OFG :  4  29-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETM 

i  *  12 ' X15 '  TO  21 ' X24 '  BELLMOUTH 

I  *  BEND  FRAME  AS  INDICATED 

*  KINK  UP  FLANGE  ON  BELLMOUTH  SECTIONS 

1  FITTER  BEGINS  AT  LEAFBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  LEAFBRAKE  TO 
LEAFBRAKE  WITH  4  STEPS 


A1  BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140 

2 

OPERATE 

LEAFBRAKE-LEVER 

PROCESS 
A1  B0 

G1 

M6 

XI 6 

TO 

AO 

1.00 

240 

3 

POSITION 

SHEETMETAL  FROM  LEAFBRAKE 

TO  LEAFBRAKE 

F  7 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

7.00 

630 

4 

OPERATE 

LEAFBRAKE-LEVER 

PROCESS 

F  7 

AL  BO 

G1 

M6 

XI 6 

TO 

AO 

'7.00 

1680 

5 

REPLACE 

SHEETMETAL  FROM 

LEAFBRAKE  TO  CART  AT  LEAFBRAKE 

F5 

A1  BO 

G1 

A1 

BO 

P3 

AO 

5.00 

300 

6  HOVE  CART  FROM  LEAFBRAKE  TO  SPOTWELDER 
r  J  A1  BO  G1  A54  BO  PI  AO  1.00  570. 

TOTAL  TMU  3560. 

File  Description  ?  BEND  SHEETMETAL  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ?- 


File  Description  ?  SPOT  WELD  SCREEN  ASSEMBLY  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  101) 

FIT  •  W12  BMOUTH .  M3 7 

WELD  SCREEN  ASSEMBLY  FOR  BELLMOUTH  WITH  SPOT  WELDER  AT  SHEETMETAL 

SHOP 

PER  BELLMOUTH  OFG :  4  29-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  12 ' X15 '  TO  21 ' X24 '  BELLMOUTH 

*  SPOT  WELDING  MACHINE  REQUIRESS  THE — 

*  — ASSISTANCE  OF  A  DESIGNATED  OPERATOR 
FITTER  BEGINS  AT  SPOTWELDER 

1  POSITION  SHEETMETAL  [FRAME]  FROM  CART  AT  SPOTWELDER  TO 

SPOTWELDER  WITH  4  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

2  POSITION  SHEETMETAL2  [2X2  WIRE  MESH]  FROM  SPOTWELDER  TO 

SHEETMETAL  [FRAME]  AT  SPOTWELDER  WITH  4  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

3  MOVE  VISEGRIPS  FROM  WORKTABLE  TO  SPOTWELDER 

A54  B3  G1  AS  4  BO  PI  AO  1.00  1130. 

4  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  SPOTWELDER  USING 

VISEGRIPS  AT  SPOTWELDER  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (5)  1.00  290. 

5  POSITION  SHEETMETAL  FROM  SPOTWELDER  TO  SPOTWELDER  F  50 

A1  BO  G1  A1  BO  P  6  AO  50.00  4500. 

6  OPERATE  SPOTWELDER-FOOTPEDAL  PROCESS  F  50 

A1  BO  G1  M6  X6  IO  A0  50.00  7000. 

7  REPLACE  SHEETMETAL  FROM  SPOTWELDER  TO-  CART  AT 

SPOTWELDER  WITH  4  STEPS 

A1  B0  G1  A6  B0  P3  A0  1.00  110. 

8  MOVE  VISEGRIPS  FROM  SPOTWELDER  TO  WORKTABLE 

A1  BO  G1  A54  B3  PI  AO  1.00  600. 

9  MOVE  CART  FROM  SPOTWELDER  TO  WELDOUT 

A54  BO  G1  A42  B3  PI  AO  1.00  1010. 


TOTAL  TMU  14  920. 


File  Description  ?  SPOT  WELD  SCREEN  ASSEMBLY  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ? 


File  Description  ?  TACK  WELD  SHEETMETAL  BELLMOUTH 


Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  101) 

FIT  .  W12  BMOUTH .  M3  8 

TACK  WELD  SHEETMETAL  BELLMOUTH  WITH  TACK-WELDER  AT  SHEETMETAL 

SHOP 

PER  BELLMOUTH'  OFG :  4  2  9-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  12 ' X15 '  TO  21 ' X24 '  BELLMOUTH 

*  TACK  WELD  CORNER  EDGES 
FITTER  BEGINS  AT  WELDOUT 


1  PLACE  SHEETMETAL  FROM  CART  AT  WELDOUT  TO  TABLE  AT 
WELDOUT  WITH  4  STEPS  F  2 


A1  0 

G1 

A6 

BO 

P3 

A0 

2.00 

220 

2 

MOVE  VISEGRIPS  FROM  WORKTABLE  TO 

WELDOUT 

A54  B3  G1  A54 

B3 

PI 

A0 

1.00 

1160 

3 

GRIP  SHEETMETAL  TO  SHEETMETAL  AT  T 

AT  WELDOUT 

USING 

VISEGRIPS  AT  WELDOUT  AND  ASIDE  PF  8 

(  4 

5  6 

7  ) 

A1  BO  G1  ( A1  BO  P3 

Cl 

)A1 

BO 

PI 

A0 

(8)  1.00 

440 

4 

POSITION  TAKWELDER  FROM  WELDOUT 

TO 

SHEETMETAL  AT 

WELDOUT  F  20 

A1  BO 

G1 

A1 

BO 

P  6 

A0 

20.00 

1800 

5 

OPERATE  TAACKWELDER  AT  WELDOUT  PROCESS  F 

20 

A1  BO 

G1 

M6 

X3 

10 

A0 

20.00 

2200 

6 

REPLACE  SHEETMETAL  FROM  TABLE  AT  WELDOUT 

TO 

CART  AT 

WELDOUT  WITH  4  STEPS 

A1  BO 

G1 

A6 

BO 

P3 

A0 

1.00 

110 

7 

MOVE  CART  FROM  WELDOUT  TO  WORKTABLE 

A1  BO 

G1 

A54 

B3 

PI 

A0 

1.00 

600 

TOTAL 

,  TMU 

6530 

File  Description  ?  TACK  WELD  SHEETMETAL  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ? 


r 


) 


;  File  Description  ?  WELD  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ?  N 
(39,  3) 

:  weld'  .W01  BMOUTH.M39 

:  WELD  BELLMOUTH  WITH  TIG-WELDER  AT  SHEETMETAL  SHOP  WELDING  BOOTH 

PER  BELLMOUTH  OFG :  4  18-JUL-83. 

WELDING  NASSCO  SHEETMETAL  SHAPE  14 
■  *  20  GAUGE  GALV.  SHEETMETAL 

*  12 ' X15 '  TO  21 ' X24 ' 

*  WELD  SHEETMETAL  IN  WELD  AREA  BOOTH 

j  *  WELDOR  PERFORMS  THE  WORK 

3  *  FITTER  TRANSPORTS  SHEETMETAL 

•  FITTER  BEGINS  AT  WORKTABLE 


1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 
AT  WORKTABLE  WITH  4  STEPS 


J 

Al  B0  G1  A6  B0  P3  A0 

1.00 

110 

\ 

1 

i 

2 

FITTER  MOUE  CART  FROM  WORKTABLE  TO  WELDTABLE 

Al  B0  G1  A131B3  PI  A0 

1.00 

1370 

4 

t 

» 

1 

f 

\ 

3 

PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 
WELDTABLE  WITH  4  STEPS 

Al  B0  G1  A6  B0  F3  A0 

1.00 

110 

\ 

i 

4 

WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  B0  G1  Ml  X0  IO  A32 

1.00 

370 

{ 

] 

i 

4 

5 

WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  ON  AT  WELDMACHINES 

Al  BO  G1  Ml  XO  IO  Al 

1.00 

40 

? 

t 

i 

6 

WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 
WRIST-TURN  USING  HAND 

Al  BO  G1  Al  BO  PI  F3  AO  BO  PO  AO 

1.00 

70 

1 

4 

l 

i 

> 

7 

WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

Al  BO  G1  M3  XO  IO  Al 

1.00 

60 

1 

1 

i 

8 

WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  4 

A3  B3  G1  Al  BO  P6  AO 

4.00 

560 

\ 

\ 

) 

9 

WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  4 

Al  BO  G1  Ml  X10  IO  AO 

4.00 

520 

t 

i 

t 

10 

WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 
ASSEMBLY  AT  WELDTABLE  F  4 

Al  BO  G1  Al  BO  P  6  AO 

4.00 

360 

i 

11 

FULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  4 

Al  BO  G1  Ml  XO  IO  Al 

4.00 

160 

t 

12 

WELDOR  POSITION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 
ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  4 

Al  BO  G1  Al  B6  P  6  AO 

4.00 

600 

l 

7 

13 

OPERATE  WELD  STINGER-BUTTON1  PROCESS  F  10 

Al  BO  G1  M6  X81  IO  AO 

10.00 

8900 

i 

14 

PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  4 

Al  BO  G1  Ml  XO  IO  Al 

4.00 

160 

i 

a 

i 

WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  10 

ARM-STROKES  USING  WIREBRUSH  Al-  WELDTABLE  AND-ASIDE  PF 

1  0  (4  5  6  7) 

Al  BO  G1  (Al  BO  PI  CIO  )  Al  BO  PI  AO  (10) 

1.00 

1240 

! 


16 


17 


^  39 

REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 
WELDTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00 

FITTER  MOUE  CART  FROM  WELDTABLE  TO  WORKTABLE 

A1  BO  G1  A131B0  PI  AO  1.00 


TOTAL  TMU 


110 

1340 

16080 


Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help> 


9 


File  Description  ASSEMBLE  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  101) 

FIT  .W12  BMOUTH.M40 

ASSEMBLE  BELLMOUTH  WITH  DRILLMOTOR  AT  SHEETMETAL  SHOP 
PER  BELLMOUTH  OFG :  4  29-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  12 ' X15 '  TO  2X24'  BELLMOUTH 

*  BOLT  SCREEN  FRAME  TO  BELLMOUTH 

*  GRIND  WELDS  SMOOTH 
FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS 


A1  BO  G1  A6  BO  P3  AO 

2  PLACE  SHEETMETAL  [BELLMOUTH]  TO  SHEETMETAL  [SCREEN 
FRAME ]  AT  WORKTABLE 

1.00 

110. 

A1  BO  G1  A1  BO  P3  AO 

3  FASTEN  5-32DRILLBIT  PILOT  TO  DRILLMOTOR  AT  WORKTABLE 
WRIST-TURNS  USING  HAND  AT  WORKTABLE' 

3 

1.00 

60. 

A1  BO  G1  A1  BO  PI  F  6  AO  BO  PO  AO 

4  PLACE  VISEGRIPS  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  F  4 

1.00 

100. 

A1  BO  G1  A1  BO  P3  AO 

5  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  USING 
VISEGRIPS  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

4.00 

240. 

A1  BO  G1  (A1  BO  P3  Cl  )  A1  BO  PI  AO 

6  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  F  12 

(4) 

1.00 

2  4  0 

A1  BO  G1  A1  BO  P  6  AO 

7  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  12 

12.00 

1080. 

A1  BO  G1  M6  X6  10  AO 

8  LOOSEN  5-32DRILLBIT  FROM  DRILLMOTOR  AT  WORKTABLE  3 
WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

12.00 

1680. 

A1  BO  G1  A1  BO  P3  L6  A1  BO  PI  AO 

9  FASTEN  5 . 1 6DRILL-BIT  TO  DRILLMOTOR  AT  WORKTABLE  3 
WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

1.00 

140. 

A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO 

10  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  F  12 

1.00 

140. 

A1  BO  G1  A1  BO  F  6  AO 

11  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  12 

12.00 

1080. 

A1  BO  G1  M6  X6  10  AO 

12  POSITION  1  /  4 'BOLT  AND-NUT  FROM  WORKTABLE  TO 
SHEETMETAL  AT  WORKTABLE  F  12 

12.00 

1680. 

A1  BO  G1  A1  BO  P  6  AO 

13  FASTEN  BOLT  TO  SHEETMETAL  [NUT]  AT  WORKTABLE  10 

WRIST-TURNS  USING  WRENCH  AT  WORKTABLE  AND  ASIDE  PF  12 
(4  5  6  7) 

12.00 

1080. 

A1  BO  G1  (A1  BO  P3  F24  )  A1  BO  FI  AO 

14  MOVE  GRINDER  FROM  TOOLROOM  TO  WORKTABLE 

(12) 

1.00 

3400. 

A96  BO  G1  A96  B3  PI  AO 

1.00 

1970. 

15  POSITION  GRINDER  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  F  4 


ov  r/f  Y  & 


A1 

BO 

G1 

A1 

BO 

P  6 

AO 

4.00 

360 

16 

OPERATE 

GRINDER 

AT 

WORKTABLE 

PT 

7  S 

F  4 

A1 

BO 

G1 

M6 

XI 6 

10 

AO 

4.00 

960 

17 

INSPECT 

SHEETMETAL 

AT  WORKTABLE 

9  POINTS 

AO  BO 

GO 

AO  BO 

PO 

T10 

AO 

BO 

PO 

AO 

1.00 

100 

TOTAL  TMU  14420 


File  Description  ?  ASSEMBLE  BELLMOUTH 
Output  to  line-printer  (Y  or  N>  ? 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  101) 

FIT  .  W12  BMOUTH.MOl 

MARK  OUT  SHEETMETAL  FOR  BELLMOUTH  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  BELLMOUTH  OFG :  4  24-JUN-83 

NASSCO  SHEETMETAL  BELLMOUTH 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 ' X8 '  TO  10  1/2 'X  12  1/2'  BELLMOUTH 

*  MARK  OUT  WITH  TEMPLATE 

*  CENTER  PUNCH  BOLT  HOLES 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00  360. 

2  POSITION  WEIGHT  FROM  WORKTABLE  TO  TEMPLATE  AT  WORKTABLE 

WITH  3  STEPS  F  4 

A1  BO  G1  A6  B0  P6  AO  4.00  560. 

3  MARK  LINES  ON  SHEETMETAL  FROM  TEMPLATE  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  12  (456 

1  ) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  FI  AO  (12)  1.00  2200. 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00  360. 

5  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 
HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  FI  AO  (4)  1.00  200. 

6  REPLACE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS  F  4 

A1  BO  G1  A6  BO  P3  AO  4.00  440, 

7  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P3  AO  4.00  240. 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (12)  1.00  2200. 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  40  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (40)  1.00  2040. 

10  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  PI  R3  A1  B0  FI  AO  1.00  90. 


TOTAL  TMU  8690. 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  BELLMOUTH 
Output  to  line-printer  (Y  or  N>  ? 


! 


File  Description  ?  MARK  OUT  2X2  WIRE  MESH  FOR  BELLMOUTH 


Output  to  line-printer  <Y  or  N>  ?  N 
(39,  101) 

FIT  ,W1 2  BM0UTH.M02 

MARK  OUT  2X2  WIRE  MESH  FOR  BELLMOUTH  WITH  BLACK-FEN  AT  SHEETMETAL 

SHOP 

PER  BELLMOUTH  OFG :  4  24-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 ' X8 '  TO  10  1/2 'X  12  1/2'  BELLMOUTH 

*  MARK  OUT  WITHOUT  TEMPLATE 

*  CUT  1/2 'X  1/2'  HARDWARE  CLOTH  FROM  ROLL 
FITTER  BEGINS  AT  FLANGEAREA 

1  MOVE  COMPUND  CUTTER  SNIPS  FROM  TOOLROOM  TO  FLANGEAREA 

A152BO  G1  A152B0  FI  AO  1.00 

2  CUT  SHEETMETAL  [2X2  WIRE  MESH3  AT  FLANGEAREA. 1  CUT 

USING  SNIPS  AT  FLANGEAREA  AND  ASIDE  PF  20  (4567) 

A1  B0  G1  (A1  B0  P3  Cl  )  A1  B0  PI  A0  (20)  1.00 

3  MOUE  SNIPS  AND  SHEETMETAL  [2X2  WIRE  MESH]  FROM 

FLANGEAREA  TO  WORKTABLE 

A1  B0  G1  A152B3  PI  A0  1.00 

4  MEASURE  DIMENSIONS  ON  SHEETMETAL  [2X2  WIRE  MESH]  AT 

WORKTABLE  USING  STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4 
(4  5  6  7) 

A1  B0  G1  ( A1  B0  PI  M32  )  A1  B0  PI  A0  (4)  1.00 

5  MARK  DIMENSIONS  ON  SHEETMETAL  [292  WIRE  MESH]  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  4  (4567) 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (4)  1.00 

6  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL 

[WIRE  MESH]  AT  WORKTABLE  F  2. 

A1  B0  G1  A1  B0  P  6  A0  2.00 

7  MARK  LINES  ON  SHEETMETAL  [2X2  WIRE  MESH]  AT  WORKTABLE  5 

DIGITS  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  2  (  4 

5  6  7) 

A1  B0  G1  (A1  B0  FI  R16  )  A1  B0  PI  A0  (2)  1.00 


TOTAL  TMU 


File  Description  ?  MARK  OUT  2X2  WIRE  MESH  FOR  BELLMOUTH 
Output  to  line-printer  (Y  or  N>  ? 


3060. 

1040. 

1580. 

1400. 

240. 

180. 

400. 

7900. 


S  90 


I  ♦ 


File  Description  ?  MARK  OUT  SCREEN  FRAME  FOR  BELLMOH 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,101) 

FIT  .  W12  BM0UTH.M03 

MARK  OUT  SCREEN  FRAME  FOR  BELLMOUTH  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  BELLMOUTH  OFG :  4  28-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6  '  X8 '  TO  10  1/2 ' X12  1/2' 

*  MARK  OUT  WITHOUT  TEMPLATE 

*  CENTER  PUNCH  BEND  LINES 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (5)  1.00  1740, 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  9  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (9)  1.00  490. 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

— A1  BO  G1  A1  BO  P  6  AO  2.00  180. 

4  MARK  LINE  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS  USING  AWL 
AT  WORKTABLE  AND  ASIDE  F  2 

A1  BO  G1  A1  BO  PI  R16  A1  BO  PI  AO  2.00  440. 

5  POSITION  SQUARE  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  F  8 

A1  BO  G1  A1  BO  P  6  AO  8.00  720. 

6  MARK  LINES  FROM  SQUARE  [45  DEGREES]  TO  SHEETMETAL  AT 

WORKTABLE  5  DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF 
8  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (8)  1.00  1480. 

7  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  8 

A1  BO  G1  A1  BO  P  6  AO  8.00  720. 

8  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (8)  1.00  360, 

9  HARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 
USING  REDPEN  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  PI  R16  A1  BO  PI  AO  1.00  220. 

10  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  16  (4567) 

A1  BO  G1  ( A1  BO  FI  R3  )  A1  BO  PI  AO  (16)  1.00  840. 

11  MARK  IDENTIFICATION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  26  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  FI  AO  (26)  1.00  1340. 

12  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

13  MOUE  CART  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO 


1.00 


700 


TOTAL  TMU 


9450. 


File  Description  ?  MARK  OUT  SCREEN  FRAME' 


FOR  BELLMOH 


Output  to  line-printer  <Y  or  N>  ? 


360^0 


t 


File  Description  ?  SHEAR  SHEETMETAL  FOR  BELLMOUTH  -S» 

Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  101) 

FIT  .  W12  BMOUTH .  MO  4 

SHEAR  SHEETMETAL  FOR  BELLMOUTH  WITH  SMALL  8FT .  SHEAR  AT 
SHEETMETAL  SHOP 

PER  BELLMOUTH  OFG :  4  28-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 ' X8 '  TO  10  1/2 'X12  1/2'  BELLMOUTH 
FITTER  BEGINS  AT  SMALLSHEAR 

1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS  F  3 


A1  BO  G1 

A6 

BO 

P  6 

A0 

3.00 

420 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

Al-  B0  G1 

Ml 

X6 

TO 

A0 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  F  8 

Al  BO  G1 

Al 

BO 

P  6 

A0 

8.00 

720 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR  PROCESS 

F  8 

Al  BO  G1 

Ml 

X6 

IO 

A0 

8.00 

720 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR  TO  CART 

AT 

SMALLSHEAR  WITH  10  STEPS  F  2 

Al  BO  G1 

Al  6 

BO 

P3 

A0 

2.00 

420 

6 

MOUE  CART  FROM  SMALLSHEAR  TO  WORKTABLE 

.  Al  BO  G1 

A67 

B3 

PI 

A0 

1.00 

730 

TOTAL  TMU  3100. 

File  Description  ?  SHEAR  SHEETMETAL  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ? 


File  Description  ?  SHEAR  SHEETMETAL  RADIUS  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,  101) 

FIT  .  W12  BMOUTH . MO 5 

SHEAR  SHEETMETAL  RADIUS  FOR  BELLMOUTH  WITH  UNI-SHEAR  AT 
SHEETMETAL  SHOP 

PER  BELLMOUTH  OFG :  4  28-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 ' X8 '  TO  10  1/2'  X  12  1/2'  BELLMOUTH 

*  CUT  45  DEGREE  MITER  CUTS  IN  FRAME — 
x  — BEFORE  BENDING 

FITTER  BEGINS  AT  WORKTABLE 


1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 
WITH  4  STEPS  F  2 


A1  BO  G1 

A6 

BO 

P3 

AO 

2.00 

220 

2 

MOUE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1 

A9  6 

B3 

PI 

AO 

1.00 

1970 

3 

POSITION  UNISHEAR  FROM  WORKTABLE  TO 

SHEETMETAL  AT 

WORKTABLE  F  8 

A1  BO  G1 

A1 

BO 

P  6 

AO 

8.00 

720. 

4 

OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  F 

8 

A1  BO  G1 

M6 

X173I0 

AO 

8.00 

14480 

5 

PLACE  SNIPS  FROM  WORKTABLE  TO  SHEETMETAL 

AT 

WORKTABLE  F 

A1  BO  G1 

A1 

BO 

P3 

AO 

4.00 

240 

6 

CUT  45  DEGREE  CORNERS  ON  SHEETMETAL 

AT  WORKTABLE 

2  CUTS 

USING  SNIPS  AT  WORKTABLE  AND  ASIDE 

F  4 

A1  BO  G1  AO  BO  (P3  A1  C3 

)A1 

BO 

PI 

AO  (45) 

4.00 

12760 

7 

REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1 

A6 

BO 

P3 

AO 

2.00 

220 

8 

MOUE  CART  FROM  WORKTABLE  TO  ROLLER 

A1  BO  G1 

A54 

BO 

PI 

AO 

1.00 

570 

TOTAL  TMU  31180. 


File  Description  ?  SHEAR  SHEETMETAL  RADIUS  FOR  BELLMOUTH 
Output  to  line-printer  (Y  or  N>  ? 


34286 


File  Description  ?  FORM  RADIUS  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N)  ?  N\ 


%Invalid  command. 

Output  to  line-Printer  <Y  or  N>  ?  N 
(39,  101) 

FIT  .W12  BMOUTH.M0  6 

FORM  RADIUS  FOR  BELLMOUTH  WITH  HAND  OPERATED  ROLLER  AT  SHEETMETAL 

SHOP 

PER  BELLMOUTH  OFG :  4  28-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 ' X8 '  TO  10  1/2'  X  12  1/2'  BELLMOUTH 

*  CHECK  RADIUS  WITH  TEMPLATE 
FITTER  BEGINS  AT  WORKBENCH 

1  POSITION  SHEETMETAL2  FROM  CART  AT  WORKBENCH  TO 

HAND-ROLLER  AT  WORKBENCH  WITH  4  STEPS  F  4 

A1  BO  G1  A6  BO  P6  AO  4.00  560. 

2  FASTEN  BOLT  [ROLLS]  TO  SHEETMETAL2  AT  HAND-ROLLER  AT 

WORKBENCH  3  SPINS  USING  FINGERS  AT  WORKBENCH  F  2 

A1  BO  G1  A1  BO  PI  F6  AO  BO  PO  AO  2.00  200  . 

3  CRANK  HAND-ROLLER  AT  WORKBENCH  3  REVS  F  16 

A1  BO  G1  M6  XO  IO  A0  16.00  1280. 

4  PLACE  SHEETMETAL2  FROM  HAND-ROLLER  AT  WORKBENCH  TO 

SHEETMETAL  [CHECK  RADIUS]  AT  WORKBENCH  F  4 

A1  B0  G1  A67  B3  P3  A0  4.00  3000. 

5  REPLACE  SHEETMETAL2  FROM  WORKBENCH  TO  CART  AT  WORKBENCH 

WITH  4  STEPS  F  4 

A67  B3  G1  A6  B0  P3  A0  4.00  3200. 

6  MOUE  CART  FROM  WORKBENCH  TO  LEAFBRAKE 

A1  B0  G1  A10  B0  PI  A0  1.00  130. 


TOTAL  TMU  8370. 


File  Description  ?  FORM  RADIUS  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ? 


File  Description  ?  BEND  SHEETMETAL  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  101) 

FIT  .  W12  BMOUTH . MO 7 

BEND  SHEETMETAL  FOR  BELLMOUTH  WITH  LEAFBRAKE  AT  SHEETMETAL  SHOP 
PER  BELLMOUTH  OFG :  4  28-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 ' X8 '  TO  10  1/2 'X12  1/2'  BELLMOUTH 

*  BEND  FRAME  UP  AS  INDICATED 

*  KINK  UP  FLANGE  ON  BELLMOUTH  SECTIONS 
FITTER  BEGINS  AT  LEAFBRAKE 


1  POSITION  SHEETMETAL2  FROM  CART  AT  LEAFBRAKE  TO 
LEAFBRAKE  WITH  4  STEPS 


A1  BO  G1 

A6 

BO 

P  6 

AO 

1.00 

140 

o 

OPERATE 

LEAFBRAKE-LEVER  PROCESS 

- A1  BO  G1 

M6 

XI 6 

TO 

AO 

1.00 

240 

3 

POSITION 

SHEETMETAL2  FROM  LEAFBRAKE 

TO  LEAFBRAKE 

F  7 

A1  BO  G1 

A1 

BO 

P  6 

AO 

7.00 

630 

4 

OPERATE 

LEAFBRAKE-LEVER  PROCESS  F  7 

A1  BO  G1 

M6 

XI 6 

TO 

AO 

7.00 

1680 

5 

REPLACE 

SHEETMETAL  FROM  LEAFBRAKE  TO  CART  AT  LEAFBRAKE 

r  3 

A1  BO  G1 

A1 

BO 

P3 

AO 

5.00 

300 

6. 

MOVE  CART  FROM  LEAFBRAKE  TO  SPOTWELDER 

A1  BO  G1  A54 

BO 

PI 

AO 

1.00 

570 

TOTAL  TMU  3560. 


File  Description  ?  BEND  SHEETMETAL  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ? 


File  Description  ?  SPOT  WELD  SCREEN  ASSEMEBLY  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ?  N 


(39, 101) 

FIT  .  W12  BMOUTH.M08 

WELD  SCREEN  ASSEMBLY  FOR  BELLMOUTH  WITH  SPOT  WELDER  AT  SHEETMETAL 

SHOP 

PER  BELLMOUTH  OFG :  4  28-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 ' X8 '  TO  10  1/2 'X12  1/2'  BELLMOUTH 

*  SPOT  WELDING  MACHINE  REQUIRES  THE — 

*  —ASSISTANCE  OF  A  DESIGNATED  OPERATOR 
FITTER  BEGINS  AT  SPOTWELDER 

1  POSITION  SHEETMETAL2  [FRAME]  FROM  CART  AT  SPOTWELDER  TO 

SPOTWELDER  WITH  4  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

2  POSITION  SHEETMETAL2  [1  /  2 'XI  /  2'  HARDWARE  CLOTH] 

FROM  SPOTWELDER  TO  SHEETMETAL  [FRAME]  AT  SPOTWELDER 
WITH  4  STEPS 

A1  BO  G1  A6  B3  P6  AO  1.00  170. 

3  MOUE  VISEGRIPS  FROM  WORKTABLE  TO  SPOTWELDER 

A1  BO  G1  A54  BO  PI  AO  1.00  570. 

4  GRIP  SHEETMETAL2  TO  SHEETMETAL2  AT  SPOTWELDER  USING 

VISEGRIPS  AT  SPOTWELDER  AND  ASIDE  PF  5  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (5)  1.00  290. 

5  POSITION  SHEETMETAL2  FROM  SPOTWELDER  TO  SPOTWELDER  F  50 

Al-  B0  G1  A1  BO  P  6  AO  50.00  4500. 

6  OPERATE  SPOTWELDER-FOOTPEDAL  PROCESS  F  50 

Al  BO  G1  M6  X6  SO  AO  50.00  7000. 

7  REPLACE  SHEETMETAL2  FROM  SPOTWELDER  TO  CART  AT 

SPOTWELDER  WITH  4  STEPS 

Al  BO  G1  A6  BO  P3  AO  1.00  110. 

8  MOVE  CART  FROM  SPOTWELDER  TO  WELDOUT 

Al  BO  G1  A42  B3  PI  AO  1.00  480. 

9  MOUE  VISEGRIPS  FROM  SPOTWELDER  TO  WORKTABLE 

A42  BO  G1  A54  B3  PI  AO  1.00  1010. 


TOTAL  TMU  14270. 


File  Description  ?  SPOT  WELD  SCREEN  ASSEMBLY  FOR  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ?- 

60f&o 


* 

File  Description  ?  TACK  WELD  SHEETMETAL  BELLMOUTH 


Output  to  line-Printer  <Y  or  N>  ?  N 


(  39,  101) 

FIT  .  W12  BMOUTH . MO 9 

TACK  WELD  SHEETMETAL  BELLMOUTH  WITH  TACK  WELDER  AT  SHEETMETAL 

SHOP 

PER  BELLMOUTH  OFG :  4  28-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 ' X8 '  TO  10  1/2 'X12  1/2'  BELLMOUTH 

*  TACK  WELD  CORNER  EDGES 

*  COMPLETE  WELDING  AT  WELD  BOOTH 

*  SEE  BMOUTH. Ml 0 
FITTER  BEGINS  AT  WELDOUT 


1  PLACE  SHEETMETAL2  FROM  CART  AT  WELDOUT  TO  TABLE  AT 
WELDOUT  WITH  4  STEPS  F  2 


A1  B0 

G1 

A6 

B0 

P3 

A0 

2.00 

220 

2 

MOVE  VISEGRIPS  FROM 

WORKTABLE  TO 

WELDOUT 

A54  B3 

G1 

A54 

B3 

PI 

A0 

1.00 

1160 

3 

GRIP  SHEETMETAL2  TO 

SHEETMETAL2  AT  TABLE 

AT 

WELDOUT 

USING  VISEGRIPS  AT 

7  ) 

A1  BO  G1 

WELDOUT  TABL 

AND 

ASIDE  PF  8 

(  4  5 

6 

( A1  B0  P3 

Cl 

)A1 

B0 

PI 

A0 

(8) 

1.00 

440 

4 

POSITION  TACKWELDER 

FROM  WELDOUT 

TO 

SHEETMETAL 

AT 

WELDOUT  TABLE  F  20 

A1  B0 

G1 

A1 

B0 

P  6 

A0 

20.00 

1800 

5 

OPERATE  TAACKWELDER 

AT  WELDOUT  PROCESS  F 

20 

A1  B0 

G1 

M6 

X3 

TO 

A0 

20.00 

2200 

6 

REPLACE  SHEETMETAL2 

FROM  TABLE  AT  WELDOUT 

TO 

CART  AT 

WELDOUT  WITH  4  STEPS 

A1  B0 

G1 

A6 

B0 

P3 

A0 

1.00 

110 

7 

MOUE  CART  FROM  WELDOUT  TO  WORKTABLE 

A1  B0 

G1 

A54 

B3 

PI 

A0 

1.00 

600 

TOTAL  TMU  6530. 


File  Description  ?  TACK  WELD  SHEETMETAL  BELLMOUTH 
Output  to  line-Printer  <Y  or  N>  ? 


L 


File  Description  ?  WELD  BELLMOUTH 
Output  to  line-printer  <Y  or  N>  ?  N 


<  3? »  3) 

WELD  .W01  BMOUTH.MIO 

WELD  BELLMOUTH  WITH  TIG-WELDER  AT  SHEETMETAL  SHOP  WELDING  BOOTH 
PER  BELLMOUTH  OFG :  4  18-JUL-83 

WELDING  NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 '  X8 '  TO  10  1/2  X  12  1/2' 

*  WELDOR  PERFORMS  THE  WORK 

*  FITTER  TRANSPORTS  SHEETMETAL 

*  WELD  SHEETMETAL  A-T  WELD  AREA  BOOTH 
FITTER  BEGINS  AT  WORKTABLE 

1  FITTER  PLACE  SHEETMETAL  ASSEMBLY  FROM  WORKTABLE  TO  CART 

AT  WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  FITTER  MOVE  CART  FROM  WORKTABLE  TO  WELDTABLE 

A1  BO  G1  A131B3  PI  AO  1.00  1370. 

3  PLACE  SHEETMETAL  ASSEMBLY  FROM  CART  AT  WELDTABLE  TO 

WELDTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

4  WELDOR  PUSH  POWER  SUPPLY  BUTTON  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES  WITH  16  STEPS 

A3  BO  G1  Ml  XO  IO  A32  1.00  370. 

5  WELDOR  PUSH  GAS-HOOKUP-SWITCH  FROM  OFF  AT  WELDMACHINES 

TO  ON  AT  WELDMACHINES 

A1  B0  G1  Ml  X0  IO  A1  1.00  40. 

6  WELDOR  FASTEN  CURRENT  SELECTOR  HANDLE  AT  WELDMACHINES  1 

WRIST-TURN  USING  HAND 

A1  B0  G1  A1  B0  PI  F3  A0  B0  PO  A0  1.00  70. 

7  WELDOR  TURN  OUTPUT  CONTROL  LEVER  FROM  OFF  AT 

WELDMACHINES  TO  ON  AT  WELDMACHINES 

A1  BO  G1  M3  XO  IO  A1  1.00  60. 

8  WELDOR  POSITION  ANTI-SPATTER  SPRAY  CAN  FROM  WELDTABLE 

TO  SHEETMETAL  ASSEMBLY  AT  WELDTABLE  F  4 

A3  B3  G1  A1  B0  P6  AO  4.00  560. 

9  WELDOR  PUSH  ANTI-SPATTER2  SPRAY  CAN  PROCESS  F  4 

A1  BO  G1  Ml  X10  IO  AO  4.00  520. 

10  WELDOR  POSITION  WELDROD  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00  360. 

11  PULL  WELDHOOD  FROM  UP  AT  WELDOR  TO  DOWN  AT  WELDOR  F  4 

A1  BO  G1  Ml  XO  IO  A1  4.00  160. 

12  WELDOR  POSIT-ION  WELDGUN  FROM  WELDTABLE  TO  SHEETMETAL 

ASSEMBLY  AT  WELDTABLE  WITH  PARTIAL  BEND  F  5 

A1  BO  G1  A1  B6  P  6  AO  5.00  750. 

13  OPERATE  WELD  STINGER-BUTTON1  PROCESS  F  5 

A1  BO  G1  M6  X81  IO  AO  5.00  4450, 

14  PUSH  WELDHOOD  FROM  DOWN  AT  WELDOR  TO  UP  AT  WELDOR  F  4 

A1  B0  G1  Ml  XO  IO  A1  4.00  160. 

15  WELDOR  DEBURR  WELDED  ASSEMBLY  AT  WELDTABLE  1  ARM-STROKE 

USING  WIREBRUSH  AT  WELDTABLE  AND  ASIDE  PF  50  (4567 

A1  BO  G1  ( A1  BO  PI  Cl  )A1  BO  PI  A0  (50)  1.00  1540. 


Kr/our/f  S'/  /V 

16  REPLACE  SHEETMETAL  ASSEMBLY  FROM  WELDTABLE  TO  CART  AT 
WELDTABLE  WITH  4  STEPS 


A1  BO 

G1 

A6  BO 

P3 

AO 

1.00 

110 

17 

FITTER  MOUE  CART  FROM  WELDTABLE 

TO 

WORKTABLE 

A1  BO 

G1 

A131BO 

PI 

AO 

1.00 

1340 

L/ 

TOTAL 

TMU 

12080 

Type  D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or  H  for  help>  ? 


File  Prescription  ?  ASSEMBLE  BELLMOUTH 
Output  t  O  line-printer  <Y  or  N>  ?  N 
(  39,  101) 

I  FIT  .  W12  BMOUTH .  Ml  1 

I  ASSEMBLE  BELLMOUTH  WITH  DRILL-MOTOR  AT  SHEETMETAL  SHOP 

!  PER  BELLMOUTH  OFG :  4  28-JUN-83 

NASSCO  SHEETMETAL  SHAPE  14 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 ' X8 '  TO  10  1/2 'X12  1/2'  BELLMOUTH 

*  BOLT  SCREEN  FRAME  TO  BELLMOUTH 

*  GRIND  WELDS  SMOOTH 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

2  PLACE  SHEETMETAL  [BELLMOUTH]  TO  SHEETMETAL  [SCREEN 

FRAME]  AT  WORKTABLE 

A1  BO  G1  A1  BO  P3  AO  1.00  60. 

3  FASTEN  5-32DRILLBIT  [PILOT]  TO  DRILLMOTOR  AT  WORKTABLE 

3  WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO  1.00  140. 

4  PLACE  VISEGRIPS  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P3  AO  4.00  240. 

5  GRIP  SHEETMETAL  TO  SHEETMETAL  AT  WORKTABLE  USING 

VISEGRIPS  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (4)  1.00  240. 

6  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00  360. 

7  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  4 

A1  BO  G1  M6  X6  10  AO  4.00  560. 

8  LOOSEN  5-32DRILLBIT  FROM  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  P3  L6  A1  BO  PI  AO  1.00  140. 

9  FASTEN  5 . 1 6DRILL-BIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO  1.00  140. 

10  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00  360. 

11  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  4 

A1  BO  G1  M6  X6  10  A0  4.00  560. 

12  POSITION  1/4'  BOLT  AND  NUT  FROM  WORKTABLE  TO 

SHEETMETAL  AT  WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00  360. 

13  FASTEN  BOLT  TO  SHEETMETAL  [NUT]  AT  WORKTABLE  10 

WRIST-TURNS  USING  WRENCH  AT  WORKTABLE  AND  ASIDE  PF  4  ( 

4  5  6  7) 

A1  BO  G1  ( A1  BO  P3  F24  )  A1  BO  PI  AO  (4)  1.00  1160. 

14  MOVE  GRINDER  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

15  POSITION  GRINDER  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 


«/-/  V  V  t  /7 


/V  '/ 


A1  BO  G1  A1 

16  PUSH  BUTTON  ON  GRINDER  AT  WORKTABLE  PT  7 

A1  BO  G1  HI 

17  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO 


File  Description  ?  ASSEMBLE  BELLMOUTH 
Output;  to  line-Printer  <Y  or  N>  ? 


BO 

P  6 

AO 

4.00 

360 

S  F 

4 

X16 

10 

AO 

4.00 

760 

BO 

PO 

AO 

1.00 

100 

TOTAL 

TMU 

7620 

77, 

1 


i 


I 


File  Description  ?  RIVET  SHEETMETAL  JOINT 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  RVTJNT  .M01 

RIVET  SHEETMETAL  FOR  JOINT  WITH  RIVET  GUN  AT  SHEETMETAL  SHOP 
PER  RIVET  JOINT  OFG :  4  16-MAY-83 

RIVETED  JOINT  ONLY 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 ' X6 ' X35 '  L  RIVETED  JOINT 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  WITH  2  STEPS 

A1  BO  G1  A3  BO  P3  AO  1.00 

2  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  WORKTABLE  [TURNOVER] 

AT  WORKTABLE 

A1  BO  G1  A1  BO  P3  AO  1.00 

3  PLACE  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P3  AO  4.00 

4  MARK  SHEETMETAL  FROM  RIVET-HOLE-GUIDE  AT  WORKTABLE  1 

DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  22  (4 

5  6  7) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  Pi  A0  (22)  1.00 

5  FASTEN  5-32DRILLBIT  AT  WORKTABLE  3  WRIST-TURNS  USING 

CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  B0  G1  A1  B0  P3  F6  A1  B0  FI  A0  1.00 

6  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  22 

A1  B0  G1  A1  B0  P  6  A0  22.00 

7  OPERATE  DRILLMOTOR  PROCESS  F  22 

A1  B0  G1  M6  Xr  10  “AO  22,  oo 


8  POSITION  RIVET  FROM  WORKTABLE  TO  SHETMETAL  AT  WORKTABLE 
F  22 


A1  B0 

G1 

A1 

B0 

P  6 

A0 

22.00 

9 

POSITION  RIVETGUN  FROM  WORKTABLE 

TO 

SHEETMETAL  AT 

WORKTABLE  F  22 

A1  B0 

G1 

A1 

B0 

P  6 

A0 

22.00 

10 

OPERATE  RIVETGUN  PROCESS  F  22 

A1  B0 

G1 

M6 

X3 

10 

A0 

22.00 

11 

POSITION  CAULKINGGUN  FROM  WORKTABLE  1 

'TO  SHEETMETAI 

i  AT 

WORKTABLE  F  26 

A1  B0 

G1 

A1 

B0 

P  6 

A0 

26.00 

12 

GRIP  SEALANT  TO  RIVET  AT  WORKTABLE  USING 

CAULKINGGUN  AT 

WORKTABLE  AND  ASIDE  F  26 

A1  B0  G1  A1  B0  P3 

Cl 

A1 

B0 

PI 

A0 

26.00 

13 

-  INSPECT  SHEETMETAL  AT  WORKTABLE 

9  POINTS 

A0  B0  GO  A0  B0  P0 

T 10 

A0 

B0 

P0 

A0 

1.00 

TOTAL 

TMU 

Type 

D, EM, CT, EW, EX, L, LD, LS, M, T, W  <or 

H  for  help>. 

9 

80. 

60. 

240, 

1140. 

140  . 

1980. 

3080. 

1980. 

1980. 

2420. 

2340. 

2340. 

1.00  • 

17880. 


MOST-  COMPUTER  SYSTEMS 
Title  anc  Method  Desertion  Sheet 


•“  «i*5p  pt  /0>*i 


Acat-  / 
l=a”  S’/ 6 -8 2 


sion.  yCUtffr- 


/?“/  <///  .Xfle ^6  M  > 


SPECIAL  CONDITIONS  ■  *  KEY  POINTS 


TEMPORARY 
RLE  NAME/NO. 


DELETE 
YES  NO 


SiZS'CAPACITY: 

WORK  AREA  ORIGIN: 
WORK  AREA  NUMBER: 


WORK  AREA  LAYOUT  faZ  <Z // 

MOST  ANALYSIS 
COMBINES  SU3-OP.  i 


j  j  •  UNIT.y?^.  P/U/ZcZaA/Z  2>'s<=  -  ‘-&J 

«  I  _ —  —  -  ae^uie. 


CFG:  j  TliuESHE^i 


•  OPERATOR: 


•  3EG1NS: 


DATE  FILED 


LOC.  NO.  I  DATA  COORDINATOR 


NO.  I  KEYWORO/  METHOD  DESCRIPTION 


■lA/  U/a£ZU&£  Z~-  £ 


'/  ^js/'J/Za/U/T  A^'Z _ _ _ _ _ 


/ J>/£/Z  OP/PtS-  AAZCA'jPPA/  A/ 6/o  A/cAp  U  JM0_  AS/Pf  /?/T-  PZ 


%j  £  j  /%  P///6AJ  /r&u.srof&t'  /y>0Af  AaoP/cZa/P  Z  ?#££■//*&■/&£- 
. A'/ ajoPp/ap/P  P-iP _ _ _ _ 


'  ASAPJ-Zpr  /pP/'j'j'SfaArA  A-Z  k/App/zZ/P'  /^>  C£rfS  Z'-PP _ 


/M  e  Pa:Zj.A/P  Zj~  ££ _ 


’<3  f/Z/<5  Aj  /£? V V // (CuAS  ZPa  AJ  k/ f /f/C ZfAAP  / 


A ■  Z  PaZaZaZAP  Z- 3  3 _ - _ ; _ 


A /ZzpZ  P/u/ZrZoAf  A/  Wozp/apAZ  /ZeoCAfJ  Z'-PP _ 


y^>  P/Z/o  V  C AAAJ'A</6-  Ac/AA  /AposS  U/qAAs 


Z  /PoA/c  ZfZAP  A '-PA _ 


PA/ A  5PJ-AA//Z  Za  P/V/Z  A /  b/tP/C'/j-.SAA  v$/A/P  ZaZ 


~  3  <A>  


File  Description  ?  RIVET  SHEETMETAL  JOINT 


Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  RVT  JNT,  MO 2 

RIVET  SHEETMETAL  FOR  JOINT  WITH  RIVET  GUN  AT  SHEETMETAL  SHOP 
PER  RIVET  JOINT  OFG :  4  16-MAY-83 

RIVETED  JOINT  ONLY 

*  18  GAUGE  GALV.  SHEETMETAL 

*  1119 'X14 'X41aL  RIVETED  JOINT 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  SHEETMETAL  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE 

A1  BO  G1  A1  BO  P  6  AO  1.00 

2  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  WORKTABLE  [TURN 

OVER]  AT  WORKTABLE  F  6 

A1  BO  G1  A1  BO  P3  AO  6.00 

3  PLACE  RIVET-HOLE-GUIDE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P3  AO  4 .  oo 

4  MARK  SHEETMETAL  FROM  RIVET-HOLE-GUIDE  AT  WORKTABLE  1 

DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  53  (  4 

5  6  7) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (53)  1.00 

5  FASTEN  5-32DRILLBIT  FROM  WORTKABLE  TO  DRILLMOTOR  AT 

WORKTABLE  3  WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE 
AND  ASIDE 


A1  B0  G1 

A1  B0  P3 

F6 

A1 

B0 

PI 

A0 

1.00 

6 

Position  DRILLMOTOR 

from  WORKTABLE  TO  SHEETMETAL 

AT 

WORKTABLE  F  53 

A1  B0 

G1 

A1 

B0 

P  6 

A0 

53.00 

7 

OPERATE  DRILLMOTOR  PROCESS  F  53 

A1  B0 

G1 

H6 

X6 

10 

A0 

53.00 

8 

POSITION  RIVET  FROM 

WORKTABLE  TO 

SHEETMETAL 

AT 

WORKTABLE  F  53 

A1  B0 

G1 

A1 

B0 

P  6 

A0 

53.00 

9 

POSITION  RIVETGUN  FROM  WORKTABLE 

TO 

SHEETMETAL  AT 

WORKTABLE  F  53 

A1  B0 

G1 

A1 

B0 

P  6 

A0 

53.00 

10 

OPERATE  RIVETGUN  PROCESS  F  53 

A1  B0  G1 

M6 

X3 

10 

A0 

53.00 

11 

POSITION  CAULKINGGUN  FROM  WORKTABLE 

TO  SHEETMETAL  AT 

WORKTABLE  F  57 

A1  B0 

G1 

A1 

B0 

P  6 

A0 

57.00 

12 

GRIP  SEALANT  TO  RIVET  AT  WORKTABLE  1 

USING 

CAULKINGGUN  AT 

WORKTABLE  AND  ASIDE 

F  57 

A1  B0  G1 

A1  B0  P3 

Cl 

A1 

B0 

PI 

A0 

57.00 

13 

INSPECT  SHEETMETAL 

AT  WORKTABLE 

9 

POINTS 

A0  B0  GO 

A0  R0  P0 

T10 

A0 

B0 

P0 

A0 

1.00 

TOTAL 

TMU 

90. 

w  6  0  , 

240. 

2690. 

140. 

4770. 

7420. 

4770. 

4770. 

5830. 

5130. 

5130. 
10  0 

41440. 


Type  D, EM,  CT, EW, EX, L, LD,  LS,  M,  T,  W  <or  H  for  help>. 


9 


File  Description  ?  MARK  OUT  ACCESS  COVER  AND  BACK-UP  PLATES 


Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  ACOVER.MOl 

MARK  OUT  .ACCESS  COVER  AND  BACK-UP  PLATES  WITH  AWL  AT  SHEETMETAL 

-  SHOP 

PER  COVER  AND  PLATE  OFG :  4  26-MAY-83 

NASSCO  SHEETMETAL  ACCESS  COVER  AND  BACK-UP  PLATE 

*  11  GAUGE  GALV.  SHEETMETAL 

*  ACCESS  COVER  6 ' X12 ' XIO ' X4 ' 

*  MARK  OUT  ACCESS  COVER  WITH  TEMPLATE 

*  MARK  OUT  BACK-UP  STRIPS  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MOUE  11  GAUGE  SHEETMETAL  SCRAP  FROM  SCRAPBIN  TO 

WORKTABLE 

A152B3  G1  A152B3  PI  AO  1.00 

2  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  5  STEPS 

A1  BO  G1  A10  BO  P  6  AO  1.00 

3  POSITION  WEIGHT  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00 

4  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (4)  1.00 

5  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  13 

A1  BO  G1  A3  BO  P6  AO  13.00 

6  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  13  (  4  5  6  7  ) 

A1  B0  G1  ( A1  BO  PO  P3  )  A1  BO  PI  AO  (13)  1.00 

7  REPLACE  WEIGHT  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00 

8  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  ATIH  5  STEPS 

A1  BO  G1  A10  BO  P3  AO  1.00 

9  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (6)  1.00 

10  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (6)  1.00 

11  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT  USING 

REDPEN  AT  WORKTABLE  AND  ASIDE  PF  10  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (10)  1.00 

12  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  13  (4567) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  AO  (131  1.0  0 

13  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  26  (4567 


3120 

180 

280 

760 

1430 

560 

220 

150 

2080 

340 

540 

690 


1340. 


A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (26)  1.00 

14  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 
WITH  4  STEPS  F  2 


A1 

BO 

G1  A6 

BO 

P3 

AO 

2 . 00 

220 

15  MOUE  CART  FROM  WORKTABLE  TO 

14FT . 

SHEAR 

A1 

BO 

G1  A81 

BO 

PI 

AO 

1.00 

840 

TOTAL 

TMU 

12750 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  ACCESS  COVER 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  ACOVER.M02 

SHEAR  SHEETMETAL  FOR  ACCESS  COVER  WITH  14FT.  SHEAR  AT  SHEETMETAL 

SHOP 

PER  COVER  OFG:  4  26-MAY-83 

NASSCO  SHEETMETAL  ACCESS  COVER 

*  11  GAUGE  GALV.  SHEETMETAL 

*  ACCESS  COVER  6 ' X12 ' X10 ' X4 ' 

*  SHEAR  BACK-UP  PLATES  AND  ACCESS  COVER 
FITTER  BEGINS  AT  14FT.  SHEAR 


1 

POSITION  SHEETMETAL 

FROM 

CART  AT  14FT .  SHEAR 

TO 

14FT. SHEAR  WITH  4  STEPS 

F  2 

A1  BO  G1 

A6 

BO 

P  6 

AO 

2.00 

280. 

2 

PUSH  14FT . SHEAR-FOOTPEDAL 

PROCESS  F 

2 

A1  BO  G1 

Ml 

X3 

10 

AO 

2.00 

120. 

3 

POSITION  SHEETMETAL 

FROM 

14FT. SHEAR 

TO 

14FT 

.SHEAR  WITH 

2  STEPS  F  9 

A1  BO  G1 

A3 

BO 

P  6 

AO 

9.00 

990. 

4 

PUSH  14FT . SHEAR-FOOTPEDAL 

PROCESS  F 

9 

A1  BO  G1 

Ml 

X3 

10 

AO 

9.00 

540. 

5 

REPLACE  SHEETMETAL 

FROM 

14FT. SHEAR 

TO  CART 

AT 

14FT. SHEAR  WITH  10 

STEPS 

F  2 

A1  BO  G1 

A16 

BO 

P3 

AO 

2.00 

4  2  0 

6 

MOUE  CART  FROM  14FT 

.SHEAR  TO  WORKTABLE 

A1  BO  G1 

A81 

B3 

PI 

AO 

1.00 

870. 

TOTAL  TMU  3220. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  ACCESS  HOLE  FOR  ACCESS  COVER 


output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  ACOVER . MO 3 

SHEAR  ACCESS  HOLE  FOR  ACCESS  COVER  WITH  UNI-SHEAR  AT  SHEETMETAL 

SHOP 

PER  ACCESS  COVER  OFG :  4  27-MAY-83 

NASSCO  SHEETMETAL  ACCESS  COVER  AND  BACK-UP  PLATES 

*  11  GAUGE  GALV.  SHEETMETAL 

*  ACCESS  COVER  6 ' X12 ' X10 ' X4 ' 

*  PUNCH  OUT  HOLE  FOR  UNI-SHEAR  ACCESS 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL2  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

3  PLACE  CHISEL  FROM  WORKTABLE  TO  SHEETMETAL  AT  WORKTABLE 

AND  ASIDE  F  4 

A1  BO  G1  A1  B0  P3  AO  4.00  240. 

4  FASTEN  CHISEL  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (4)  1.00  200  . 

5  POSITION  UNISHEAR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

6  OPERATE  UNISHEAR  AT  WORKTABLE  PROCESS  F  4 

A1  BO  G1  M6  X173I0  AO  4.00  7240. 

7  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

8  MOUE  CART  FROM  WORKTABLE  TO  SPOTWELDER 

A1  BO  G1  A54  BO  PI  AO  1.00  570. 


TOTAL  TMU  10800. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

/j-ozo 


Filp  Description  ?  SPOTWELD  SHEETMETAL  FOR  ACCESS  COVER 
utput  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  ACOVER .  MO  4 

WELD  (SPOT)  SHEETMETAL  FOR  ACCESS  COVER  WITH  SPOT  WELDER  AT 
SHEETMETAL  SHOP 

PER  ACCESS  COVER  OFG :  4  27-MAY-83 

NASSCO  SHEETMETAL  ACCESS  COVER  AND  BACK-UP  PLATES 

*  11  GAUGE  GALV.  SHEETMETAL 

*  ACCESS  COVER  6 ' X12 ' XI 0 ' X4 ' 

*  SPOT  WELD  BACK-UP  STRIPS  TO  — 

*  —  SHEETMETAL  ACCESS  HOLE 
FITTER  BEGINS  AT  SPOTWELDER 

1  MOUE  VISEGRIPS  FROM  WORKTABLE  TO  SPOTWELDER 

A54  B3  G1  A54  BO  PI  AO 

2  POSITION  SHEETMETAL  FROM  CART  AT  SPOTWELDER  TO 

SPOTWELDER  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO 

3  GRIP  SHEETMETAL  [BACK-UP  PLATES]  AT  SPOTWELDER  TO 

SHEETMETAL  AT  SPOTWELDER  USING  VISEGRIPS  AT 
SPOTWELDER  AND  ASIDE  PF  7  (4567) 

A1  BO  G1  (A1  BO  P3  Cl  )  A1  BO  PI  AO 

4  POSITION  SHEETMETAL  FROM  SPOTWELDER  TO  SPOTWELDER  WITH 

2  STEPS  F  19 


A1 

BO  G1 

A3  BO 

P  6 

AO 

19.00 

2090 

OPERATE  SPOTWELDER-FOOTPEDAL 

PROCESS 

F  19 

A1 

BO  G1 

M6  X6 

10 

AO 

19.00 

2660 

REPLACE  SHEETMETAL2  FROM  SPOTWELDER 

TO  CART 

AT 

SFOTWELDER  WITH  4  STEPS 

A1 

BO  G1 

A6  BO 

P3 

AO 

1.00 

110 

MOUE  CART  FROM  SPOTWELDER  TO 

WORKTABLE 

A1 

BO  G1 

A54  B3 

PI 

AO 

1.00 

600 

TOTAL 

TMU 

7260 

1.00  1130 

2.00  280 

(7)  1.00  390 


'SljBSO 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


}i"r 


File  Description  ?  DRILL  AND  TAP  SHEETMETAL  FOR  ACCESS  COVER 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  ACOVER.M05 

TAP  AND  DRILL  SHEETMETAL  FOR  ACCESS  COVER  WITH  TAP  AT  SHEETMETAL 

SHOP 

PER  ACCESS  COVER  OFG :  4  27-MAY-83 

NASSCO  SHEETMETAL  ACCESS  COVER  AND  BACK-UP  PLATES 

*  11  GAUGE  GALV.  SHEETMETAL 

*  ACCESS  COVER  6 ' X12 ' X10 ' X4 ' 

*  DRILL  OUT  ACCESS  COVER  WITH  OVER  SIZE — 

*  —BIT  5/16  AFTER  TAPING  BACK-UP  PLATES 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO 

WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00  280. 

2  POSITION  SHEETMETAL  [ACCESS  COVER]  TO  SHEETMETAL 

[ACCESS  HOLE]  AT  WORKTABLE  WITH  2  STEPS 

A1  BO  G1  A3  BO  P6  AO  100  110. 

3  FASTEN  7 . 32DRILL-BIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  B0  G1  A1  B0  P3  F6  A1  B0  PI  A0  1.00  140. 

4  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  3  STEPS  F  4 

A1  BO  G1  A6  BO  P6  AO  4.00  560. 

5  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  4 

A1  BO  G1  M6  X6  10  A0  4.00  560. 

6  MOUE  TAPINGMOTOR  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

7  FASTEN  1 . 4 TAP  TO  TAPINGMOTOR  AT  WORKTABLE  3  WRIST-TURNS 

USING  CHUCKKEY  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F6  A1  B0  PI  AO  1.00  140. 

8  POSITION  TAPINGMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00  360. 

9  OPERATE  DRILLMOTOR  [TAPINGMOTOR]  AT  WORKTABLE  PROCESS  F 

4 

A1  BO  G1  M6  X6  10  AO  4.00  560. 

10  POSITION  BOLT  FROM  WORKTABLE  TO  SHEETMETAL  AT  WORKTABLE 

F  4 

A1  B0  G1  A1  BO  P  6  AO  4.00  360. 

11  FASTEN  BOLT  TO  SHEETMETAL  AT  WORKTABLE  10  WRIST-TURNS 

USING  WRENCH  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  (A1  BO  P3  F24  )  A1  BO  PI  AO  (4)  1.00  1160. 

12  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  9 

A1  BO  G1  A1  BO  P 6  AO  9.00  810  . 

13  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  9 

A1  BO  G1  M6  X6  10  AO  9.00  1260. 

14  LOOSEN  BOLT  FROM  SHEETMETAL  AT  WORKTABLE  10  WRIST-TURNS 

USING  WRENCH  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  P3  L24  )  A1  BO  PI  AO  (4)  1.00  1160. 

15  REPLACE  SHEETMETAL  [ACCESS  COVER]  FROM  SHEETMETAL  AT 

WORKTABLE  TO  SHEETMETAL  [ASSEMBLY]  AT  WORKTABLE  WITH  2 


STEPS 

A1  BO  G1  A3  BO  P3  AO  1.00  80. 

16  OPERATE  DRILLMOTOR  [TAPINGMOTOR]  AT  WORKTABLE  PROCESS  F 
9 

A1  BO  G1  M6  X6  10  AO  9.00  1260. 

17  LOOSEN  7.32DRILL-BIT  FROM  DRILLMOTOR  AT  WORKTABLE  3 
WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  P3  L6  A1  BO  PI  AO  1.00  140. 

18  FASTEN  5 . 1 6DRILL-BIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO  1.00  140. 

19  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  13 

A1  BO  G1  A3  BO  P6  AO  13.00  1430. 

20  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  13 

A1  BO  G1  M6  X6  10  A0  13.00  1820. 


TOTAL  TMU  14300. 


Type  D ? EM » CT f EU f EX » L » LD »LS*M»T»U  <or  H  for  help>  T! 


3  5 jfSO 


File  Description  ?  CUT  GASKET  FOR  ACCESS  COVER 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  ACOVER .  MO  6 

CUT  GASKET  FOR  ACCESS  COVER  WITH  UTILITY  KNIFE  AT  SHEETMETAL  SHOP 
PER  ACCESS  COVER  OFG :  4  27-MAY-83 

NASSCO  SHEETMETAL  ACCESS  COVER  AMD  BACK-UP  PLATES 

*  1  GAUGE  GALV.  SHEETMETAL 

*  ACCESS  COVER  6 ' X12 *X1 0 ' X4 ' 

*  PUNCH  OUT  BOLT  HOLES 
FITTER  BEGINS  AT  WORKTABLE 

1  MOVE  SHEETMETAL  [ACCESS  COWER]  ,  BLACKPEN  [INK  PEN]  , 

FROM  WORKTABLE  TO  GASKET-CUTTING-TABLE 

A1  BO  G1  A152B0  PI  AO  1.00  1550. 

2  MOUE  UTILITY-KNIFE  ,  3  /  8HOLE  PUNCH  ,  MALLET  ,  FROM 

TOOLROOM  TO  GASKET-CUTTING-TABLE- 

A96  BO  G1  A96  BO  PI  AO  1.00  1940. 

3  PLACE  RUBBER  FROM  SHELF  AT  GASKET-CUTTING-TABLE  TO 

GASKET-CUTTING-TABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

4  PLACE  SHEETMETAL2  [ACCESS  COVER]  FROM 

GASKET-CUTTING-TABLE  TO  RUBBER  AT  GASKET-CUTTING-TABLE 
WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

5  CUT  RUBBER  FROM  SHEETMETAL  [ACCESS  COVER]  AT 

GASKET-CUTTING-TABLE  1  CUT  USING  UTILITY-KNIFE  AT 
GASKET-CUTTING-TABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (4)  1.00  240. 

6  REPLACE  SHEETMETAL  FROM  RUBBER  AT  GASKET-CUTTING-TABLE 

TO  GASKET-CUTTING-TABLE  WITH  2  STEPS 

A1  BO  G1  A3  BO  P3  AO  1.00  80. 

7  POSITION  3  /  8HOLE  PUNCH  FROM  GASKET-CUTTING-TABLE  TO 

RUBBER  AT  GASKET-CUTTING-TABLE  F  13 

A1  BO  G1  A1  BO  P  6  AO  13.00  1170. 

8  FASTEN  HOLE  PUNCH  TO  RUBBER  AT  GASKET-CUTTING-TABLE  2 

STRIKES  USING  MALLET  AT  GASKET-CUTTING-TABLE  AND  ASIDE 
P  F  1  3  (4567) 

A1  BO  G1  ( A1  BO  PO  F6  )  A1  BO  PI  AO  (13)  1.00  950. 

9  MOVE  SHEETMETAL  [ACCESS  PLATE],  RUBBER  ,  FROM 

GASKET-CUTTING-TABLE  TO  WORKTABLE 

A1  BO  G1  A152B3  PI  AO  1.00  1580. 

10  MOVE  UTILITY-KNIFE  ,  MALLET  ,  HOLE  PUNCH  ,  FROM 
GASKET-CUTTING-TABLE  TO  TOOLROOM 

A152B0  G1  A96  BO  PI  AO  1.00  2500  . 


TOTAL  TMU  10230. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

85,810 


File  Description  ?  BEBURR  ACCESS  HOLE  AND  ACCESS  COVER 
output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  ACOVER.M07 

DEBURR  ACCESS  HOLE  AND  ACCESS  COVER  WITH  FILE  AT  SHEETMETAL  SHOP 
PER  ACCESS  COVER  OFG :  4  27-MAY-83 

NASSCO  SHEETMETAL  ACCESS  COVER  AND  BACK-UP  PLATES 

*  11  GAUGE  GALV.  SHEETMETAL 

*  ACCESS  COVER  6 ' X12 ' X10 ' X4 ' 

*  GLUE  GASKET  TO  ACCESS  COVER 
FITTER  BEGINS  AT  WORKTABLE 

1  MOVE  GLUE  AND  BRUSH  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00  1970. 

2  DEBURR  SHEETMETAL  [ACCESS  COVER]  AT  WORKTABLE  1 

ARM-STROKE  USING  FILE  AT  WORKTABLE  AND  ASIDE  PF  15  (  4 

5  6  7) 

A1  BO  G1  ( A1  BO  PI  Cl  )A1  BO  PI  AO  (15)  1.00  490. 

3  DEBURR  SHEETMETAL  [ACCESS  HOLE]  AT  WORKTABLE  1 

ARM-STROKE  USING  FILE  AT  WORKTABLE  AND  ASIDE  PF  15  (  4 

5  6  7) 

A1  BO  G1  ( A1  BO  PI  Cl  )A1  BO  PI  AO  (15)  1.00  490. 

4  GRIP  GLUE  TO  RUBBER2  AT  WORKTABLE  1  SQUARE  FEET  USING 

BRUSH  AND  ASIDE 

A1  BO  G1  A1  BO  P3  Cl  A1  BO  PI  AO  1.00  90. 

5  PLACE  SHEETMETAL  [ACCESS  COVER]  FROM  WORKTABLE  TO 
SHEETMETAL  [ACCESS  HOLE]  AT  WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

6  POSITION  BOLT  FROM  WORKTABLE  TO  SHEETMETAL  AT  WORKTABLE 

10  WRIST-TURNS  USING  WRENCH  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  P  6  AO  )  1.00  300. 

7  FASTEN  BOLT  TO  SHEETMETAL  AT  WORKTABLE  10  WRIST-TURNS 

USING  WRENCH  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  P3  F24  )  A1  BO  PI  AO  (4)  1.00  1160. 

8  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO  1.00  100. 


TOTAL  TMU  4710. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

jru 


File  Description  ?  MARK  OUT  ACCESS  COVER  AND  BACK  UP  PLATES 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  ACOVER.M20 

MARK  OUT  ACCESS  COVER  AND  BACK  UP  PLATES  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  ACCESS  COVER  OFG :  4  27-MAY-83 

NASSCO  SHEETMETAL  ACCESS  COVER  AND  BACK  UP  PLATES 

*  11  GAUGE  GALV.  SHEETMETAL 

*  ACCESS  COVER  20 ' X30 ' X25 ' X15 ' 

*  MARK  OUT  USING  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MOUE  11 GAUGE  SHEETMETALSCRAP  FROM  SCRAPBIN  TO  WORKTABLE 

A152B3  G1  A152B3  PI  AO  1.00  3120, 

2  POSITION  TEMPLATE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  5  STEPS 

A1  BO  G1  A10  BO  P  6  AO  1.00  180: 

3  POSITION  WEIGHTS  FROM  WORKTABLE  TO  SHEETMETAL  AND 

TEMPLATE  AT  WORKTABLE  WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00  280. 

4  MARK  OUTLINE  FROM  TEMPLATE  TO  SHEETMETAL  AT  WORKTABLE  5 

DIGITS  USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567 

) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (4)  1.00  760. 

5  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  37 

A1  B0  G1  A3  BO  P6  AO  37.00  4070. 

6  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  34  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (34)  1.00  1400, 

7  REPLACE  WEIGHTS  FROM  TEMPLATE  AT  WORKTABLE  TO  WORKTABLE 

WITH  3  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220, 

8  REPLACE  TEMPLATE  FROM  SHEETMETAL  AT  WORKTABLE  TO 

WORKTABLE  WITH  5  STEPS 

A1  BO  G1  A10  BO  P3  AO  1.00  150. 

9  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  M3 2  )  A1  BO  PI  AO  (6)  1.00  2080. 

10  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (6)  1.00  340. 

11  MARK  CUT  LINES  ONSHEETMETAL  AT  WORKTABLE  5  DIGITS  USING 

REDPEN  N  AT  WORKTABLE  AND  ASIDE  PF  10  (4567) 

A1  BO)  G1  ( A1  BO  PI  R16  )  A1  BO  PI  A0  (10)  1.00  1840. 

12  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  13  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (13)  1.00  690. 

13  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 
USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  25  (4567 

) 

A1  BO  G1  (A1  BO  PI  R3  )  A1  BO  PI  A0  (26)  1.00 

14  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 


1340. 


WITH  4  STEPS  F  2 


A1 

BO 

G1 

A6 

BO 

P3 

AO 

2. 

00 

220 

15  MOUE  CART  FROM  WORKTABLE  TO 

14FT 

.  SHEAR 

A1 

BO 

G1 

A81 

BO 

PI 

AO 

1 

o 

o 

840 

TOTAL  TMU  17530 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  ACCESS  COVER 
Output  to  line-printer  <y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  ACOVER.M21 

SHEAR  SHEETMETAL  FOR  ACCESS  COVER  WITH  14FT.  SHEAR  AT  SHEETMETAL 

SHOP 

PER  ACCESS  COVER  OFG :  4  27-MAY-83 

NASSCO  SHEETMETAL  ACCESS  COVER  AND  BACK-UP  PLATES 

*  11  GAUGE  GALV.  SHEETMETAL 

*  ACCESS  COVER  20 ' X30 ' X25 ' X15 ' 

*  SHEAR  ACCESS  COVER  AND  BACK-UP  PLATES 
FITTER  BEGINS  AT  14FT. SHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  14FT. SHEAR  TO 
14FT. SHEAR  WITH  4  STEPS  F  2 


A1  BO  G1 

A6 

BO 

P  6 

A0 

2.00 

280. 

2 

PUSH  14FT . SHEAR-FOOTPEDAL  PROCESS  F 

2 

A1  BO  G1 

Ml 

X3 

10 

A0 

2.00 

120. 

3 

POSITION  SHEETMETAL  FROM  14FT. SHEAR 

TO  14FT . 

SHEAR  WITH 

2  STEPS  F  9 

A1  BO  G1 

A3 

BO 

P  6 

A0 

9.00 

990. 

4 

PUSH  14FT. SHEAR-FOOTPEDAL  PROCESS  F 

9 

A1  BO  G1 

Ml 

X3 

10 

A0 

9.00 

540. 

5 

REPLACE  SHEETMETAL  FROM  14FT. SHEAR 

TO  CART  AT 

14FT. SHEAR  WITH  10  STEPS  F  2 

A1  BO  G1 

A16 

BO 

P3 

A0 

2.00 

4  2  0 

6 

MOVE  CART  FROM  14FT.  SHEAR  TO  WORKTABLE 

A1  BO  G1 

A81 

B3 

PI  A0 

1.00 

870. 

TOTAL  TMU  322  0. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  ACCESS  HOLE  FOR  ACCESS  COVER 


Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  ACOVER.M22 

SHEAR  ACCESS  HOLE  FOR  ACCESS  COVER  WITH  UNI-SHEAR  AT  SHEETMETAL 

SHOP 

PER  ACCESS  COVER  OFG :  4  27-MAY-83 

NASSCO  SHEETMETAL  ACCESS  COVER  AND  BACK-UP  PLATES 

*  11  GAUGE  GALV.  SHEETMETAL 

*  ACCESS  COVER  30 ' X20 ' X25 ' X15 ' 

*  PUNCH  HOLE  IN;  SHEETMETAL  WITH  CHISEL  — 
t  —FOR  ACCESS  WITH  UNI-SHEAR 

FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO  WORKTABLE 

WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P3  AO  2.00  220. 

2  MOVE  UNISHEAR2  FROM  TOOLROOM  TO  WORKTABLE 

A96B0  G1  A96B3  PI  AO  1.00  1970. 

3  PLACE  CHISEL  FROM  WORKTABLE  TO  SHEETMETAL  AT  WORKTABLE 

AND  ASIDE  WITH  2  STEPS  F  4 

A1  B0  G1  A3  B0  P3  A0  4.00  320. 


4  FASTEN  CHISEL  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 
HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 


A1  BO  G1 

( A1  BO 

PO 

F3 

)A1 

BO  PI 

AO 

(4) 

1.00 

200 

POSITION  UNISHEAR 

FROM  WORKTABLE 

TO 

SHEETMETAL  AT 

WORKTABLE  WITH  2 

STEPS 

A1 

BO 

G1 

A3 

BO  P  6 

AO 

1.00 

110 

OPERATE  UNI SHEAR  AT  WORKTABLE 

PROCESS  F 

7 

A1 

BO 

G1 

M6 

X173I0 

AO 

7.00 

12670 

7  REPLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 
WITH  4  STEPS  F  2 


A1  B0  G1  A6  B0  P3  A0  2.00  220. 

8  MOVE  CART  FROM  WORKTABLE  TO  SPOTWELDER 

A1  B0  G1  A54  B0  PI  A0  1.00  570. 

TOTAL  TMU  16280. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

J9;5oo 


File  Description  ?  SPOTWELD  SHEETMETAL  FOR  ACCESS  COVER 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  ACOVER.M23 

WELD  SHEETMETAL  FOR  ACCESS  COVER  WITH  SPOT  WELDER  A-f  SHEETMETAL 

SHOP 

PER  ACCESSS  COVER  OFG:  4  27-MAY-83 

NASSCO  SHEETMETAL  ACCESS  COVER  AND  BACK-UP  PLATES 

*  11  GAUGE  GALV.  SHEETMETAL 

*  ACCESS  COVER  20 ' X30 ' X25 ' 15  ' 

*  SPOT  WELD  BACK-UP  PLATES  TO  ACCESS  HOLE 
FITTER  BEGINS  AT  WORKTABLE 

1  MOVE  VISEGRIPS  FROM  WORKTABLE  TO  SPOTWELDER 

A1  BO  G1  A54  BO  PI  AO  1.00  570. 

2  POSITION  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO 

WORKTABLE  WITH  4  STEPS  F  4 

A54  B3  G1  A6  BO  P6  AO  4.00  2800. 

3  GRIP  SHEETMETAL  [BACK-UP  PLATES]  TO  SHEETMETAL 

[ACCESS  HOLE]  AT  SPOTWELDER  USING  VISEGRIPS  AND  ASIDE 
P  F  7  (4  5  6  7) 

A54  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (7)  1.00  920. 

4  POSITION  SHEETMETAL  FROM  SPOTWELDER  TO  SPOTWELDER  WITH 

1  STEP  F  64 

A1  BO  G1  A3  BO  P6  AO  64.00  7040. 

5  OPERATE  SPOTWELDER-FOOTPEDAL  PROCESS  F  64 

A1  BO  G1  M6  X6  IO  AO  64.00  8  9  6  0. 

6  REPLACE  SHEETMETAL2  FROM  SPOTWELDER  TO  CART  AT 

SPOTWELDER  WITH  4  STEPS  F  2 

A1  B0  G1  A6  B0  P3  A0  2.00  220. 

7  MOVE  CART  FROM  SPOTWELDER  TO  WORKTABLE 

A1  B0  G1  A54  B3  PI  A0  1.00  600. 


TOTAL  TMU  21110. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


4* &/o 


File  Description  ?  DRILL  AND  TAP  SHEETMETAL  FOR  ACCESS  COVER 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  ACOVER . M2  4 

TAP  AND  DRILL  SHEETMETAL  FOR  ACCESS  COVER  WITH  TAP  AT  SHEETMETAL 

SHOP 

PER  ACCESS  COVER  OFG:  4  27-MAY-83 

NASSCO  SHEETMETAL  ACCESS  COVER  AND  BACK-UP  PLATES 

*  11  GAUGE  GALV.  SHEETMETAL 

*  ACCESS  COVER  20" '  30 ' X25 ' X15 ' 

*  DRILL  OUT  ACCESS  COVER  WITH  OVERSIZE — 

*  — DRILL  BIT  (5/16)  AFTER  TAPING — 

*  — BACK-UP  PLATES 
FITTER  BEGINS  AT  WORKTABLE 

1  POSITION  SHEETMETAL  FROM  CART  AT  WORKTABLE  TO 

WORKTABLE  WITH  4  STEPS  F  2 

A1  BO  G1  A6  BO  P6  AO  2.00 

2  POSITION  SHEETMETAL  [ACCESS  COVER]  TO  SHEETMETAL 

[ACCESS  HOLE]  AT  WORKTABLE  WITH  4  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00 

3  FASTEN  7 . 32DRILL-BIT  70  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  B0  G1  A1  B0  P3  F6  A1  B0  PI  A0  1.00 

4  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  4  STEPS  F  4 

A1  B0  G1  A6  B0  P6  A0  4.00 

5  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  4 

A1  BO  G1  M6  X6  Id  AO  4.00 

6  MOVE  TAPINGMOTOR  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO  1.00 

7  FASTEN  1 . 4 TAP  TO  TAPINGMOTOR  AT  WORKTABLE  3  WRIST-TURNS 

USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO  1.00 

8  POSITION  TAPINGMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  1  STEP  F  4 

A1  BO  G1  A3  BO  P6  AO  4.00 

9  OPERATE  DRILLMOTOR  [TAPINGMOTOR]  AT  WORKTABLE  PROCESS  F 

4 

A1  BO  G1  M6  X6  10  AO  4.00 

10  POSITION  BOLT  FROM  WORKTABLE  TO  SHEETMETAL  AT  WORKTABLE 

F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00 

11  FASTEN  BOLT  TO  SHEETMETAL  AT  WORKTABLE  10  WRIST-TURNS 

USING  WRENCH  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  (A1  BO  P3  F24  )  A1  BO  PI  AO  (4)  1.00 

12  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  29 

A1  B0  G1  A3  BO  P6  AO  29.00 

13  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  29 

A1  BO  G1  M6  X6  10  A0  29.00 

14  LOOSEN  BOLT  FROM  SHEETMETAL  AT  WORKTABLE  10  WRIST-TURNS 

USING  WRENCH  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  B0  G1  ( A1  B0  P3  L24  )  A1  B0  PI  A0  (4)  1.00 

15  REPLACE  SHEETMETAL  [ACCESS  COVER]  FROM  WORKTABLE  TO 


2  8  0 

140. 

140. 

560. 

560. 

1970. 

140. 

440. 

560. 

360. 

1160  . 

3190. 

4030. 

1160. 


SHEETMETAL  [ASSEMBLY]  AT  WORKTABLE  WITH  2  STEPS 

A1  BO  G1  A3  BO  P3  AO 

16  OPERATE  DRILLMOTOR  [TAPINGMOTOR]  AT  WORKTABLE  PROCESS 
29 

A1  BO  G1  M6  X6  10  AO 

17  LOOSEN  7 . 32DRILL-BIT  FROM  DRILLMOTOR  AT  WORKTABLE  3 
WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 
A1  BO  G1  A1  BO  P3  L6  A1  BO  PI  AO 

18  FASTEN  5 . 1 6DRILL-BIT  FROM  WORKTABLE  TO  DRILLMOTOR  3 
WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 


1.00 


29.00 


0  0 


80. 


4060, 


140 


A1 

B0  G1  A1  B0  P3 

F6  A1  B0 

PI 

A0 

1.00 

140 

19 

POSITION  DRILLMOTOR  From  WORKTABLE  TO  SHEETMETAL 

AT 

WORKTABLE  F 

29 

A1  B0 

G1  A1  B0 

P  6 

A0 

29.00 

2610 

20 

OPERATE  DRILLMOTOR  AT  WORKTABLE 

PROCESS  F  29 

A1  B0 

G1  M6  X6 

10 

A0 

29.00 

4060 

TOTAL 

TMU 

23810 

Type 

D,  EM,  CT,  EW, 

EX,  L,  LD,  LS,  M,  T,  W 

<or  H  for  help> 

? 

6 


File  Description  ?  CUT  GASKET  FOR  ACCESS  COVER 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  ACOVER.M25 

CUT  GASKET  FOR  ACCESS  COVER  WITH  UTILITY-KNIFE  AT  SHEETMETAL  SHOP 
PER  ACCESS  COVER  OFG :  4  27-MAY-83 

NASSCO  SHEETMETAL  ACCESS  COVER  AND  BACK-UP  PLATES 

*  11  GAUGE  GALV.  SHEETMETAL 

*  ACCESS  COVER  20 ' X30 ' X25 ' X15 ' 

*  PUNCH  OUT  BOLT  HOLES 
FITTER  BEGINS  AT  WORKTABLE 

1  MOVE  BLACKPEN  [INK  PEN]  ,  SHEETMETAL  [ACCESS  COVER3 

FROM  WORKTABLE  TO  GASKET-CUTTING-TABLE 

A1  BO  G1  A152B0  PI  AO  1.00  1550. 

2  MOVE  UTILITY-KNIFE  ,  3  /  8HOLE  PUNCH  ,  MALLET  FROM 

TOOLROOM  TO  GASKET-CUTTING-TABLE 

A96  BO  G1  A96  BO  PI  AO  1.00  1940. 

3  PLACE  RUBBER  FROM  SHELF  AT  GASKET-CUTTING-TABLE  TO 

GASKET-CUTTING-TABLE  WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

4  PLACE  SHEETMETAL  [ACCESS  COVER]  FROM 

GASKET-CUTTING-TABLE  TO  RUBBER  AT  GASKET-CUTTING-TABLE 
WITH  3  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110. 

5  CUT  RUBBER  AT  GASKET-CUTTTNG-TABLE  1  CUT  USING 
UTILITY-KNIFE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (4)  1.00  240. 

6  REPLACE  SHEETMETAL  FROM  RUBBER  AT  GASKET-CUTTING-TABLE 

TO  GASKET-CUTTING-TABLE  WITH  2  STEPS 

A1  BO  G1  A3  BO  P3  AO  1.00  80. 

7  POSITION  3  /  8HOLE-PUNCH  FROM  GASKET-CUTTING-TABLE  TO 

RUBBER  AT  GASKET-CUTTING-TABLE  F  33 

A1  BO  G1  A1  BO  P6  AO  33.00  2970. 

8  FASTEN  HOLE  PUNCH  TO  RUBBER  AT  GASKET-CUTTING-TABLE  2 

STRIKES  USING  MALLET  AT  GASKET-CUTTING-TABLE  AND  ASIDE 
P  F  3  3  (4  5  6  7  ) 

A1  BO  G1  ( A1  BO  PO  F 6  )  A1  BO  PI  AO  (33)  1.00  2350. 

9  MOVE  SHEETMETAL  [ACCESS  PLATE]  AND  RUBBER  FROM 

GASKET-CUTTING-TABLE  TO  WORKTABLE 

A1  BO  G1  A152B3  PI  AO  1.00  1580. 

10  MOVE  HOLE-PUNCH  ,  UTILITY-KNIFE  AND  MALLET  FROM 
GASKET-CUTTING-TABLE  TO  TOOLROOM 

A152B0  G1  A96  BO  PI  AO  1.00  2500, 


TOTAL  TMU  13430, 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 

79850 


File  Description  ?  DEBURR  ACCESS  HOLE  AND  COVER 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  •  Wll  ACOVER .  M2  6 

DEBURR  ACCESS  HOLE  AND  COVER  WITH  FILE  AT  SHEETMETAL  SHOP 
PER  ACCESS  COVER  OFG :  4  27-MAY-83 

NASSCO  SHEETMETAL  ACCESS  COVER  AND  BACK-UP  PLATES 

*  11  GAUGE  GALV.  SHEETMETAL 

*  ACCESS  COVER  20 ' X30 ' X25 ' X15 ' 

*  GLUE  GASKET  TO  ACCESS  PLATE 
FITTER  BEGINS  AT  WORKTABLE 


1  MOVE  GLUE  ,  BRUSH  FROM  TOOLROOM  TO  WORKTABLE 

A96  BO  G1  A96  B3  PI  AO 

2  DEBURR  SHEETMETAL  [ACCESS  COVER]  AT  WORKTABLE  1 

ARM-STROKE  USING  FILE  AT  WORKTABLE  AND  ASIDE  PF  40  (4 

5  6  7) 

A1  BO  G1  ( A1  BO  PI  Cl  )A1  BO  PI  AO  (40) 

3  DEBURR  SHEETMETAL  [ACCESS  HOLE]  AT  WORKTABLE  1 

ARM-STROKE  USING  FILE  AT  WORKTABLE  AND  ASIDE  PF  4  0  (4 

5  6  7) 

A1  BO  G1  ( A1  BO  PI  Cl  )A1  BO  PI  AO  (40) 

4  MOVE  RUBBER  FROM  GASKET-CUTTING-TABLE  TO  WORKTABLE 

A152B0  G1  A152B3  PI  AO 

5  GRIP  GLUE  TO  RUBBER  AT  WORKTABLE  2  SQUARE  FEET  USING 

BRUSH  AND  ASIDE 

A1  B0  G1  A1  B0  P3  Cl  A1  B0  PI  A0 

6  PLACE  SHEETMETAL  [ACCESS  COVER]  FROM  WORKTABLE  TO 

SHEETMETAL  [ACCESS  HOLE]  AT  WORKTABLE  WITH  2  STEPS 

A1  B0  G1  A3  B0  P3  A0 

7  POSITION  BOLT  FROM  WORKTABLE  TO  SHEETMETAL  AT  WORKTABLE 

10  WRIST-TURNS  USING  WRENCH  AT  WORKTABLE  AND  ASIDE  PF 
4  (4  5  6  7) 

A1  B0  G1  ( A1  B0  P  6  A0  ) 

8  FASTEN  BOLT  TO  SHEETMETAL  AT  WORKTABLE  10  WRIST-TURNS 

USING  WRENCH  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  B0  G1  (A1  B0  P3  F24  )  A1  B0  PI  A0  (4) 

9  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

A0  B0  GO  A0  B0  P0  T10  A0  B0  P0  A0 


1.00 

1970 

1.00 

1240 

1.00 

1240 

1.00 

3090 

1.00 

90 

1.00 

80 

1.00 

300 

1.00 

1160 

1.00 

100 

TOTAL  TMU  9270 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


89>Zo 


f 

S'/Ziff  A/f/lL  £*LQ_ 


•  A'iC"  /JlMf  £M.  /Z£6C 


File  Description  ?  HARK  OUT  BLANK  END 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  BLKEND.MOl 

MARK  OUT  BLANK  END  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  BLANK  END  OFG :  4  31 -MAY- 8 3 

NASSCO  SHEETMETAL  BLANK  END 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 ' X6 '  BLANK  END  PIECE 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (4)  1.00 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (12)  1.00 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  6 

A1  BO  G1  A1  BO  P  6  AO  6.00 

4  MARK  LINES  ON  SHEETMEAL  AT  WORKTABLE  5  DIGITS  USING 

AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00 

5  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  2  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  R6  )  A1  BO  PI  AO  (4)  1.00 

6  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00 

7  MOVE  CART  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  B0  PI  AO  1.00 


TOTAL  TMU 


1400 

640 

540 

1120 

360 

110 

700 

4870 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  BLANK  END 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  *W11  BLKEND .  MO 2 

SHEAR  SHEETMETAL  FOR  BLANK  END  WITH  SMALL  8FT .  SHEAR  AT 
SHEETMETAL  SHOP 

PER  BLANK  END  OFG :  4  06-JUL-83 

NASSCO  SHEETMETAL  BLANK  END 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 ' X6 '  BLANK  END  PIECE 
FITTER  BEGINS  AT  SMALLSHEAR 


1 

POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR 

TO 

SMALLSHEAR  WITH  4  STEPS 

A1 

BO  G1 

A6 

BO 

P  6 

AO 

1.00 

140 

2 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SHALLSHEAR 

A1 

BO  G1 

A1  BO 

P  6 

AO 

1.00 

90 

4 

PUSH  FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR  TO  CART  AT 

SMALLSHEAR  WITH  4  STEPS 

A1 

BO  G1 

A6 

BO 

P3 

AO 

1.00 

110 

6 

MOVE  CART  FROM  SMALLSHEAR  TO 

LEAFBRAKE 

[NOTCH 

.  PUNCH] 

A1 

BO  G1 

A42 

BO 

PI 

AO 

1.00 

450 

TOTAL  TMU  970. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  CORNERS  FOR  BLANK  END 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  BLKEND.M03 

SHEAR  CORNERS  FOR  BLANK  END  WITH  NOTCH  PUNCH  AT  SHEETMETAL  SHOP 
PER  BLANK  END  OFG :  4  0  6-JUL-83 

NASSCO  SHEETMETAL  BLANK  END 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 ' X6 '  BLANK  END  PIECE 
FITTER  BEGINS  AT  LEAFBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  LEAFBRAKE  [NOTCH 
PUNCH]  TO  LEAFBRAKE  [NOTCH  PUNCH]  WITH  4  STEPS 


A1  BO 

G1  A6  BO  P  6 

AO 

1.00 

140 

2 

OPERATE 

[NOTCH  PUNCH]  LEAFBRAKE - 

-LEVER  PROCESS 

A1  BO 

G1  M6  X16  10 

AO 

1.00 

240 

3 

POSITION  SHEETMETAL  FROM  LEAFBRAKE  [NOTCH  PUNCH 

]  TO 

LEAFBRAKE  [NOTCH  PUNCH]  WITH  3 

STEPS  F  3 

A1  BO 

G1  A6  BO  P  6 

AO 

3.00 

420 

4 

OPERATE 

[NOTCH  PUNCH]  LEAFBRAKE - 

-LEVER  PROCESS  F 

3 

A1  BO 

G1  M6  XI 6  10 

AO 

3.00 

720 

5 

REPLACE 

SHEETHETAL2  FROM  LEAFBRAKE  [NOTCH  PUNCH] 

TO 

CART  AT 

LEAFBRAKE  [NOTCH  PUNCH] 

WITH  4  STEPS 

A1  BO 

G1  A6  BO  P3 

AO 

1.00 

110 

6 

MOVE  CART  FROM  LEAFBRAKE  [NOTCH 

PUNCH]  TO  LEAFBRAKE 

WITH  5 

STEPS 

A1  BO 

G1  A10  BO  PI 

AO 

1.00 

130 

TOTAL  TMU  17  60 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


373  0 


(  39,  1) 

FIT  .Wll  BLKEND.M04 

BEND  PARTIAL  BENDS  FOR  BLANK  END  WITH  LEAFBRAKE  AT  SHEETMETAL 


i^HOP 

‘PER  BLANK  END 


OFG :  4  31 -MAY- 8 3 


NASSCO  SHEETMETAL  BLANK  END 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 ' X6 '  BLANK  END  PIECE 

*  BEND  FLANGES  UP  45  DEGREES  PARTIAL  BEND 

*  COMPLETE  BENDS  TO  90DEGREES  ON  PANBRAKE 
FITTER  BEGINS  AT  LEAFBRAKE 


1  POSITION  SHEETMETAL 2  FROM  CART  AT  LEAFBRAKE  TO 
LEAFBRAKE  WITH  4  STEPS 


A1  BO 

G1 

A6 

BO 

P  6 

A0 

1.00 

2 

OPERATE 

LEAFBRAKE -LEVER 

PROCESS 

A1  BO 

G1 

M6 

XI 6 

10 

A0 

1.00 

3 

POSITION 

SHEETMETAL2  FROM  LEAFBRAKE 

TO  LEAFBRAKE 

F  3 

A1  BO 

G1 

A1 

BO 

P  6 

A0 

3.00 

4 

OPERATE 

LEAFBRAKE-LEVER 

PROCESS 

F  3 

A1  BO 

G1 

H6 

XI 6 

10 

A0 

3.00 

9  REPLACE  SHEETMETAL  FROM  LEAFBRAKE  TO  CART  AT  LEAFBRAKE 
WITH  4  STEPS 


A1 

BO  G1 

A6 

BO  P3 

AO 

6 

MOVE  CART 

FROM  LEAFBRAKE  TO 

PANBRAKE 

A1 

BO  G1 

A42 

BO  PI 

AO 

TOTAL  TMU 

Type 

D,  EM,  CT, 

EW,  EX,  L,  LD,  LS,  M, 

T,  W  <orH 

for 

help>  ? 

140. 

240. 

270. 

720. 

110. 

450. 

1930. 


6  Q 


File  Description  ?  BEND  SHEETMETAL  UP  90  DEGREES  FOR  BLANK  END 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  BLKEND.M05 

BEND  SHEETMETAL  UP  90  DEGREES  FOR  BLANK  END  WITH  PANBRAKE  AT 
SHEETMETAL  SHOP 

PER  BLANK  END  OFG :  4  06-JUL-83 

NASSCG  SHEETMETAL  BLANK  END 

*  20  GAUGE  GALV.  SHEETMETAL 

*  8 ' X6 '  BLANK  END  PIECE 

*  COMPLETE  90  DEGREE  BENDS  ON  FLANGES 
FITTER  BEGINS  AT  PANBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  PANBRAKE  TO  PANBRAKE 
WITH  4  STEPS 


A1  BO 

G1 

A6  BO 

P  6 

A0 

1.00 

140 

2 

FASTEN  NUT  [JAWS]  TO  SHEETMETAL 

AT 

PANBRAKE 

3 

WRIST-TURNS  USING  WRENCH  AT  PANBRAKE  AND  ASIDE  ] 

T  2 

A1  BO  G1  A1  BO  P3 

F  6 

A1  BO 

PI 

AO 

2.00 

280 

3 

OPERATE  PANBRAKE-LEVER  PROCESS 

A1  BO 

G1 

M6  X96 

10 

AO 

1.00 

1040 

4 

POSITION  SHEETMETAL  FROM  PANBRAKE  TO  PANBRAKE  F 

3 

A1  BO 

G1 

A1  BO 

P  6 

AO 

3.00 

270 

5 

OPERATE  PANBRAKE-LEVER  PROCESS  F 

3 

A1  BO 

G1 

M6  X96 

IO 

AO 

3.00 

3120 

6 

REPLACE  SHEETMETAL  FROM  PANBRAKE 

TO 

CART  AT 

PANBRAKE 

WITH  4  STEPS 

A1  BO 

G1 

A6  BO 

P3 

AO 

1.00 

110 

7 

MOVE  CART  FROM  PANBRAKE  TO  WORKTABLE 

A1  BO 

G1 

A54  B3 

PI 

AO 

1.00 

600 

TOTAL 

TMU 

5560 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


/#  a<2.& 


£&  V  /¥_  *  £A//7  S/Acf 


r/i. o _ 

_  tfAMr  nv/- 

S-/S-0 

6  Af/A/ 

3  M/a/ 

7o//fC 

/  5  S7& 

?  M/a/. 

File  Description  ?  MARK  OUT  BLANK  END 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  BLKEND.M20 

MARK  OUT  BLANK  END  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  BLANK  END  OFG :  4  31 -MAY- 8 3 

NASSCO  SHEETMETAL  BLANK  END 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X14 '  BALNK  END  PIECE 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (  4567) 

A1  BO  G1  (A1  BO  PI  M32  )  A1  BO  PI  AO  (4)  1.00  1400. 

2  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  12  (  4  5  6  7  J 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (12)  1.00  640. 

3  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  WITH  2  STEPS  F  6 

A1  B0  G1  A3  B0  P6  A0  6.00  660. 

4  MARK  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS  USING 

AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (  4  5  6  7  ) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (6)  1.00  1120. 

5  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  2  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  6  (  4  5  6  7  ) 

A1  BO  G1  ( A1  BO  PI  R6  )  A1  BO  PI  AO  (6)  1.00  520. 

6  PLACE  SHEETMETAL  FROM  WORKTABLE  TO  CART  AT  WORKTABLE 

WITH  4  STEPS 

A1  BO  G1  A6  B0  P3  A0  1.00  110. 

7  MOUE  CART  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  B0  PI  A0  1.00  700. 


TOTAL  TMU  5150. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  BLANK  END 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  BLKEND.M21 

SHEAR  SHEETMETAL  FOR  BLANK  END  WITH  SMALL  8FT .  SHEAR  AT 
SHEETMETAL  SHOP 

PER  BLANK  END  OFG :  4  06-JUL-83 

NASSCO  SHEETMETAL  BLANK  END 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X14 '  BLANK  END 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  CART  AT  SMALLSHEAR  TO 
SMALLSHEAR  WITH  4  STEPS 


A1 

BO  G1 

A6 

BO 

P  6 

AO 

1.00 

140 

2 

PUSH  FOOTPEDAL 

AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR 

A1 

BO  G1 

A1 

BO 

P  6 

AO 

1.00 

90 

4 

PUSH  FOOTPEDAL 

AT  SMALLSHEAR 

PROCESS 

A1 

BO  G1 

Ml 

X6 

10 

AO 

1.00 

90 

5 

REPLACE  SHEETMETAL  FROM  SMALLSHEAR  TO  SMALLSHEAR  WITH 

4  STEPS 

A1 

BO  G1 

A6 

BO 

P3 

AO 

1.00 

110 

6 

MOUE  CART  FROM 

SMALLSHEAR  TO 

LEAFBRAKE 

[NOTCH 

PUNCH] 

A1 

BO  G1 

A42 

BO 

PI 

AO 

1.00 

490 

TOTAL  TMU  970 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  CORNERS  FOR  BLANK  END 
Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  BLKEND  .  22 

SHEAR  CORNERS  FOR  BLANK  END  WITH  NOTCH  PUNCH  AT  SHEETMETAL  SHOP 
PER  BLANK  END  OFG :  4  31 -MAY- 8 3 

NASSCO  SHEETMETAL  BLANK  END 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X14 '  BLANK  END  PIECE 
FITTER  BEGINS  AT  LEAFBRAKE 

1  POSITION  SHEETMETAL  FROM  CART  AT  LEAFBRAKE  [NOTCH 

PUNCH]  TO  LEAFBRAKE  [NOTCH  PUNCH]  WITH  4  STEPS 

A1  BO  G1  A6  BO  P6  AO  1.00  140. 

2  OPERATE  LEAFBRAKE-LEVER  [NOTCH  PUNCH]  PROCESS 

A1  BO  G1  M6  XI 6  10  A0  1.00  240. 

3  POSITION  SHEETMETAL2  FROM  LEAFBRAKE  [NOTCH  PUNCH]  TO 

LEAFBRAKE  [NOTCH  PUNCH]  WITH  3  STEPS  F  3 

A1  BO  G1  A6  BO  P6  AO  3.00  420. 

4  OPERATE  LEAFBRAKE-LEVER  [NOTCH  PUNCH]  PROCESS  F  3 

A1  BO  G1  M6  XI 6  10  A0  3.00  720. 

5  REPLACE  SHEETMETAL  FROM  LEAFBRAKE  [NOTCH  PUNCH]  TO 

CART  AT  LEAFBRAKE  [NOTCH  PUNCH]  WITH  4  STEPS 

A1  BO  G1  A6  BO  P3  AO  1.00  110* 

6  MOUE  CART  FROM  LEAFBRAKE  [NOTCH  PUNCH]  TO  LEAFBRAKE 

WITH  5  STEPS 

A1  B0  G1  A10  B0  PI  A0  1.00  130. 


TOTAL  TMU  17  60. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  BEND  PARTIAL  BENDS  FOR  BLANK  END 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  BLKEND.M23 

BEND  PARTIAL  BENDS  FOR  BLANK  END  WITH  LEAFBRAKE  AT  SHEETMETAL 

SHOP 

PER  BLANK  END  OFG :  4  06-JUL-83 

NASSCO  SHEETMETAL  BLANK  END 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X14 '  BLANK  END  PIECE 

*  BEND  FLANGES  UP  45  DEGREES  PARTIAL  BEND 

*  COMPLETE  BENDS  TO  90DEGREES  ON  PAN  BRAKE 
FITTER  BEGINS  AT  LEAFBRAKE  . 


1  POSITION  SHEETMETAL  FROM  CART  AT  LEAFBRAKE  TO 
LEAFBRAKE  WITH  4  STEPS 


A1 

BO 

G1 

A6 

BO 

P  6 

AO 

1.00 

140 

2 

OPERATE 

LEAFBRAKE-LEVER  PROCESS 

A1 

BO 

G1 

M6 

XI 6 

10 

AO 

1.00 

240 

3 

POSITION  SHEETMETAL  FROM  LEAFBRAKE 

TO  LEAFBRAKE 

F  3 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

3.00 

270 

4 

OPERATE 

LEAFBRAKE-LEVER  PROCESS 

F  3 

A1 

BO 

G1 

M6 

XI 6 

10 

AO 

3.00 

720 

5 

REPLACE 

SHEETMETAL  FROM  LEAFBRAKE  TO  CART  AT 

'  LEAFBRAKE 

WITH  4 

STEPS 

A1 

BO 

G1 

A6 

BO 

P3 

AO 

1.00 

110 

6  MOVE 

CART  FROM  LEAFBRAKE  TO 

PANBRAKE 

A1 

BO 

G1 

A42 

BO 

PI 

AO 

1.00 

450 

TOTAL  TMU  1930. 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


&  & 


File  Description  ?  BEND  SHEETMETAL  UP  90  DEGREES  FOR  BLANK  END 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  BLKEND.M24 

BEND  SHEETMETAL  UP  90  DEGREES  FOR  BLANK  END  WITH  FAN-BRAKE  AT 
SHEETMETAL  SHOP 

PER  BLANK  END  OFG :  4  06-JUL-83 

NASSCO  SHEETMETAL  BLANK  END 

*  18  GAUGE  GALV.  SHEETMETAL 

*  20 ' X14 '  BLANK  END  PIECE 

*  COMPLETE  90  DEGREE  BENDS  ON  FLANGES 
FITTER  BEGINS  AT  PANBRAKE 


1  POSITION  SHEETMETAL  FROM  CART  AT  FANBRAKE  TO  PANBRAKE 
WITH  4  STEPS 


A1  B0 

G1 

A6 

B0 

P  6 

A0 

1.00 

140 

2 

FASTEN  NUT  [JAWS]  TO  SHEETMETAL 

AT 

PANBRAKE 

3 

WRIST-TURNS  USING  WRENCH  AT  PANBRAKE  AND  ASIDE 

F  3 

A1  B0  G1  A1  B0  P3 

F6 

A1 

B0 

PI 

A0 

3.00 

420 

3 

OPERATE  PANBRAKE-LEVER  PROCESS 

A1  B0 

G1 

M6 

X96 

10 

A0 

1.00 

1040 

4 

POSITION  SHEETMETAL2  FROM  PANBRAKE  TO  PANBRAKE  WITH  2 

STEPS  F  3 

A1  B0 

G1 

A3 

B0 

P  6 

A0 

3.00 

330 

5 

OPERATE  PANBRAKE-LEVER  PROCESS  F 

3 

A1  B0 

G1 

M6 

X96 

10 

A0 

3.00 

3120 

6 

REPLACE  SHEETMETAL  FROM  PANBRAKE 

TO 

CART  AT 

PANBRAKE 

WITH  4  STEPS 

A1  B0 

G1 

A6 

B0 

P3 

A0 

1.00 

110 

7 

MOVE  CART  FROM  PANBRAKE  TO  WORKTABLE 

A1  B0 

G1 

AS  4 

B3 

PI 

A0 

1.00 

600 

TOTAL  TMU  57  60. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  BRACKET 


Output  to  line-Printer  <Y  or  N>  ?  N 
(  39,101) 

FIT  .  W12  BRACKT.M01 

MARK  OUT  SHEETMETAL  FOR  BRACKET  WITH-AWL  AT  SHEETMETAL  SHOP 
PER-BRACKET  OFG :  4  23-JUN-83 

NASSCO  SHEETMETAL  BRACKET 

*  16  GAUGE  GALV.  SHEETMETAL 

*  4 ' X8 '  BRACKET 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MOVE  SHEETMETALSCRAP  FROM  SCRAPBIN  TO  WORKTABLE 

A54  B6  G1  A54  B3  PI  AO  1.00 

2  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  F  4 

A1  BO  G1  A1  BO  PI  M32  A1  BO  PI  AO  4.00 

3  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  1  DIGIT  USING  AWL  AT  WORKTABLE 
AND  ASIDE  PF  6  (4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (6)  1.00 

4  POSITION  SQUARE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  3 

A1  BO  G1  A1  BO  P  6  AO  3.00 

5  MARK  SHEETMETAL  FROM  SQUARE  AT  WORKTABLE  5  DIGITS  USING 

AWL  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  BO  G1  (  A1  BO  PI  R16  )  A1  BO  PI  AO  (3)  1.00 

6  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00 

7  FASTEN  CPUNCH  TO  SHEETMETAL  AT  WORKTABLE  1  STRIKE  USING 

HAMMER  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  B0  PO  F3  )  A1  BO  PI  AO  (2)  1.00 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  (A1  BO  PI  R16  )  A1  BO  PI  AO  (2)  1.00 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  B0  PI  AO  (2)  1.00 

10  MOVE  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO  1.00 


TOTAL  TMU 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  BRACKET 
Output  to  line-printer  <Y  or  N>  ? 


1190 

1520 

340 

270 

580. 

180 

120 

400 

140 

700 

5440 


File  Description  ?  SHEAR  SHEETMETAL  FOR  BRACKET 
Output  to  line-printer  <Y  or  N>  ?  N 


(39,101) 

FIT  .  W12  BRACKT .  MO 2 

SHEAR  SHEETMETAL  FOR  BRACKET  WITH  SMALL  8FT .  SHEAR  AT  SHEETMETAL 

SHOP 

PER  BRACKET  OFG:  4  23-JUN-83 

NASSCO  SHEETMETAL  BRACKET 

*  16  GAUGE  GALV.  SHEETMETAL 

*  4 ' X8 '  BRACKET 

FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  FITTER  AT  SMALLSHEAR  TO 
SMALLSHEAR 


A1 

BO 

G1 

A1 

BO 

P  6 

AO 

1.00 

90 

2 

PUSH 

FOOTPEDAL  AT 

SMALLSHEAR 

PROCESS 

A1 

BO 

G1 

Ml 

X6 

10 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

1.00 

90 

4 

PUSH 

FOOTPEDAL  AT 

SMALLSHEAR 

PROCESS 

A1 

BO 

G1 

Ml 

X6 

10 

AO 

1.00 

90 

5 

MOVESHEETMETAL2  FROM  SMALLSHEAR 

TO 

LEAFBRAKE 

A1 

BO 

G1 

A42 

BO 

PI 

AO 

1.00 

450 

TOTAL  TMU  810 


File  Description  ?  SHEAR  SHEETMETAL  FOR  BRACKET 
Output  to  line-printer  <Y  or  N>  ? 


File  Description  ?  BEND  SHEETMETAL  UP  90  DEGREES 


Output  to  line-Printer  <Y  or  N>  ?  N 
(39,101) 

FIT  .  W12  BRACKT.M03 

BEND  SHEETMETAL  UP  90  DEGREES  WITH  LEAFBRAKE  AT  SHEETMETAL  SHOP 
PER  BRACKET  OFG :  4  23-JUN-83 

NASSCO  SHEETMETAL  BRACKET 

*  16  GAUGE  GALV.  SHEETMETAL 

*  4 ' X8 '  BRACKET 

*  BEND  SHEETMETAL  90  DEGREES 
FITTER  BEGINS  AT  LEAFBRAKE 


1 

POSITION  SHEETMETAL  FROM  FITTER 

AT 

LEAFBRAKE 

TO 

LEAFBRAKE 

A1  B0 

G1 

A1  B0 

P  6 

A0 

1.00 

90 

2 

OPERATE  LEAFBRAKE-LEVER  PROCESS 

A1  B0 

G1 

M6  XI 6 

10 

A0 

1.00 

240 

3 

MOVE  SHEETMETAL  FROM  LEAFBRAKE 

TO 

WORKTABLE 

A1  B0 

G1 

A81  B3 

PI 

A0 

1  .00 

870 

TOTAL 

TMU 

1200 

File  Description  ?  BEND  SHEETMETAL  UP  90  DEGREES 


Output  to  line-printer  <Y  or  N>  ?  C 


File  Description  ?  RIVET  BRACKET  TO  VENT  DUCT 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,101) 

FIT  .  W12  BRACKT.M04 

RIVET  BRACKET  TO  VENT  DUCT  WITH  RIVET  GUN  AT  SHEETMETAL  SHOP 
'PER  BRACKET  OFG :  4  24-JUN-83 

NASSCO  SHEETMETAL  BRACKET 

*  16  GAUGE  GALV.  SHEETMETAL 

*  4 ' X8 '  BRACKET 

FITTER  BEGINS  AT  WORKTABLE 


1  POSITION  SHEETMETAL  [BRACKETS]  FROM  FITTER  AT  WORKTABLE 
TO  SHEETMETAL  [VENT  DUCT]  AT  WORKTABLE 


A1  BO 

G1 

A1 

BO 

P  6 

AO 

1.00 

90 

2 

FASTEN  5 

-32DRILLBIT 

TO 

DRILLMOTOR  AT 

WORKTABLE  3 

WRIST-TURNS  USING 

CHUCKKEY  AT  WORKTABLE 

AND 

ASIDE 

A1  BO  G1 

A1  BO  P3 

F  6 

A1 

BO 

PI 

AO 

1.00 

140 

3 

POSITION 

DRILLMOTOR 

TO 

SHEETMETAL  AT 

WORKTABLE  F 

8 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

8.00 

720 

4 

OPERATE 

DRILLMOTOR 

AT 

WORKTABLE 

PROCESS 

F  8 

A1  BO 

G1 

M6 

X6 

10 

AO 

8.00 

1120 

5 

POSITION 

RIVET  FROM 

WORKTABLE  TO 

SHEETMETAL 

AT 

WORKTABLE  F  8 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

8.00 

720 

6 

POSITION 

RIVETGUN  TO  SHEETMETAL 

AT  WORKTABLE 

F  8 

A1  BO 

G1 

A1 

BO 

P  6 

AO 

8.00 

720 

7  OPERATE  RIVETGUN 

AT 

WORKTABLE 

PROCESS  F 

8 

A1  BO 

G1 

M6 

X3 

10 

AO 

8.00 

880 

TOTAL 

TMU 

4390 

File  Description  ?  RIVET  BRACKET  TO  VENT  DUCT 
Output  to  line-printer  <Y  or  N>  ? 


£>4-0  0 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  BRACKET 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,101) 

FIT  •  W12  BRACKT .  M2 0 

MARK  OUT  SHEETMETAL  FOR  BRACKET  WITH  AWL  AT  SHEETMETAL  SHOP 
PER  BRACKET  OFG :  4  23-JUN-83 

NASSCO  SHEETMETAL  BRACKET 

*  16  GAUGE  GALV.  SHEETMETAL 

*  12 'X8'  BRACKET 

FITTER  BEGINS  AT  WORKTABLE 


1  MOVE  SHEETMETALSCRAP  FROM  SCRAPBIN  TO  WORKTABLE 

A54  B6  G1  A54  B3  PI  AO 

2  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  F  4 

A1  BO  G1  A1  BO  PI  M3  2  A1  BO  PI  AO 

3  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (6) 

4  POSITION  SQUARE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  3 

A1  BO  G1  A1  BO  P  6  AO 

5  mark  sheetmeTal  from  SQuARE  aT  WORKTaBle  5  DIgiTs  using 

AWL  AT  WORKTABLE  AND  ASIDE  PF  3  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (3) 

6  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 
WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO 

7  FASTEN  CPUNCH  AT  WORKTABLE  1  STRIKE  USING  HAMMER  AT 

WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (2) 

8  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REDPEN  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (2) 

9  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (2) 

10  MOVE  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO 


1.00 

4.00 

1.00 

3.00 

1 . 00 

2.00 

1.00 

1.00 

1.00 

1.00 


TOTAL  TMU 


File  Description  ?  MARK  OUT  SHEETMETAL  FOR  BRACKET 
Output  to  line-printer  <Y  or  N>  ? 


1190. 

1520. 

340. 

270. 

580. 

180. 

120. 

400. 

140. 

700. 

5440. 


File  Description  ?  SHEAR  SHEETMETAL  FOR  VENT  DUCT 


(^jbutput  to  line-Printer  <Y  or  N>  ?  N 
(  39,101) 

FIT  .  W12  BRACKT . M2 1 

SHEAR  SHEETMETAL  FOR  VENT  DUCT  WITH  SMALL  8FT .  SHEAR  AT 
SHEETMETAL  SHOP 

PER  BRACKET  OFG :  4  23-JUN-83 

NASSCO  SHEETMETAL  BRACKET 

*  16  GAUGE  GALV.  SHEETMETAL 

*  12'X8'  BRACKET 

FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  FITTER  AT  SMALLSHEAR  TO 


SMALLSHEAR 


A1 

BO 

G1 

A1 

BO 

P6 

AO 

1 . 00 

90 

2 

PUSH 

FOOTPEDAL  AT 

SMALLSHEAR 

PROCESS 

A1 

BO 

G1 

Ml 

X6 

10 

AO 

1.00 

90 

3 

POSITION  SHEETMETAL  FROH  SMALLSHEAR 

TO 

SMALLSHEAR 

A1 

BO 

G1 

A1 

BO 

P6 

AO 

1.00 

90 

4 

PUSH 

FOOTPEDAL  AT 

SMALLSHEAR 

PROCESS 

A1 

BO 

G1 

Ml 

X6 

10 

AO 

1.00 

90 

5 

MOVE 

SHEETMETAL  FROM  SMALLSHEAR 

TO 

LEAFBRAKE 

A1 

BO 

G1 

A42 

BO 

PI 

AO 

1.00 

450 

TOTAL  TMU  8  10. 


File  Description  ?  SHEAR  SHEETMETAL  FOR  VENT  DUCT 
OutPut  to  line-printer  <Y  or  N>  ? 


File  Description  ?  BEND  SHEETMETAL  FOR  BRACKET 
Output  to  line-Printer  <Y  or  N>  ?  N 


(  39,101) 

FIT  .  W12  BRACKT . M2 2 

BEND  SHEETMETAL  FOR  BRACKET  WITH  LEAFBRAKE  AT  SHEETMETAL  SHOP 
PER  BRACKET  OFG :  4  23-JUN-83 

NASSCO  SHEETMETAL  BRACKET 

*  16  GAUGE  GALV.  SHEETMETAL 

*  12 'X8'  BRACKET 

FITTER  BEGINS  AT  LEAFBRAKE 


1 

POSITION  SHEETMETAL  FROM  FITTER 

AT 

LEAFBRAKE 

TO 

LEAFBRAKE 

A1  BO 

G1 

A1  BO 

P  6 

AO 

1.00 

2 

OPERATE  LEAFBRAKE-LEVER  PROCESS 

A1  BO 

G1 

M6  XI 6 

10 

AO 

1.00 

3 

MOVE  SHEETMETAL  FROM  LEAFBRAKE 

TO 

WORKTABLE 

A1  BO 

G1 

A81  B3 

PI 

AO 

1.00 

TOTAL  TMU 


File  Description  ?  BEND  SHEETMETAL  FOR  BRACKET 
Output  to  line-Printer  <Y  or  N>  ? 


90. 

240. 

870. 

1200. 

So  /o 


(  39,101) 

FIT  •  W12  BRACKT .  M2 3 

RIVET  BRACKET  ON  VENT  DUCT  WITH  RIVETGUN  AT  SHEETMETAL  SHOP 
PER  BRACKET  OFG :  4  0  6-JUL-83 

NASSCO  SHEETMETAL  BRACKET 

*  16  GAUGE  GALV.  SHEETMETAL 

*  12 'X5'  BRACKET 

FITTER  BEGINS  AT  WORKTABLE 


1 

2 

3 

4 

5 

6 

7 


POSITION  SHEETMETAL  BRACKET  FROM  FITTER  AT  WORKTABLE  TO 
SHEETMETAL  VENT  DUCT  AT  WORKTABLE 


A1  BO  G1  A1  BO  P  6  AO 
FASTEN  5-32DRILLBIT  TO  DRILLMOTOR  AT  WORKTABLE  3 
WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

1.00 

90. 

A1  BO  G1  ai  BO  P3  F  6  A1  BO  PI  AO 
POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

1.00 

140. 

WORKTABLE  F  8 

Al  BO  G1  Al  BO  P  6  AO 
OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  8 

8.00 

720, 

Al  BO  G1  M6  X6  10  AO 
POSITION  RIVET  FROM  WORKTABLE  TO  SHEETMETAL  AT 

8.00 

1120. 

WORKTABLE  F  8 

Al  BO  G1  Al  BO  F  6  AO 
FOSITION  RIVETGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

8.00 

720. 

WORKTABLE  F  8 

Al  BO  G1  Al  BO  P  6  AO 
OPERATE  RIVETGUN  AT  WORKTABLE  PROCESS  F  8 

8.00 

720. 

Al  BO  G1  M6  X3  10  AO 

8.00 

880. 

TOTAL 

TMU 

4390. 

File  Description.?  RIVET  BRACKET  TO  VENT  DUCT 
Output  to  line-Printer  <Y  or  N>  ? 


64  o  o 


File  Description  ?  MARK  OUT  BALANCE  DAMPER 
utput  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  BDAMP  .  MOl 

MARK  OUT  SHEETMETAL  FOR  BALANCE  DAMPER  WITH  AWL  AT  SHEETMETAL 

SHOP 

PER  DAMPER  OFG :  4  22-JUN-83 

NASSCO  SHEETMETAL  BALANCE  DAMPER 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 ' X8 '  DAMPER  BLADE 

*  MARK  OUT  WITHOUT  TEMPLATE 
FITTER  BEGINS  AT  WORKTABLE 

1  MOVE  SHEETMETALSCRAP  FROM  SCRAPBIN  TO  WORKTABLE 

A152B3  G1  A152B3  FI  AO  1.00  3120. 

2  MEASURE  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  USING 

STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (4)  1.00  1400. 

3  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  12  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  A0  (12)  1.00  640. 

4  POSITION  STRAIGHTEDGE  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  7 

A1  BO  G1  A1  BO  P  6  AO  7.00  630. 

9  MARK  LINES  ON  SHEETMETAL  FROM  STRAIGHTEDGE  TO 
SHEETMETAL  AT  WORKTABLE  5  DIGITS  USING  AWL  AT 
WORKTABLE  AND  ASIDE  PF  7  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (7)  1.00  1300. 

6  MARK  CUT  LINES  ON  SHEETMETAL  AT  WORKTABLE  5  DIGITS 

USING  REPPEN  AT  WORKTABLE  AND  ASIDE  PF  2  (4567) 

A1  BO  G1  ( A1  BO  PI  R16  )  A1  BO  PI  AO  (2)  1.00  400. 

7  MARK  CONSTRUCTION  INFORMATION  ON  SHEETMETAL  AT 

WORKTABLE  1  DIGIT  USING  BLACKPEN  AT  WORKTABLE  AND 
ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (8)  1.00  440. 

8  MARK  IDENTIFICATION  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  BLACKPEN  AT  WORKTABLE  AND  ASIDE  PF  52  (4567 

I 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (52)  1.00  1,640. 

9  MOVE  SHEETMETAL  FROM  WORKTABLE  TO  SMALLSHEAR 

A1  BO  G1  A67  BO  PI  AO  1.00  700. 


TOTAL  TMU  1127  0. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  SHEAR  SHEETMETAL  FOR  BALANCE  DAMPER 
Output  to  line-printer  <Y  or  N>  ?  N 


(  39,  1) 

FIT  .Wll  BDAMP  .  M02 

SHEAR  SHEETMETAL  FOR  BALANCE  DAMPER  WITH  SMALL  8FT .  SHEAR  AT 
SHEETMETAL  SHOP 

PER  DAMPER  OFG :  4  22-JUN-83 

NASSCO  SHEETMETAL  BALANCE  DAMPER 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 ' X8 '  DAMPER  BLADE 

*  SHEAR  MITERS  ON  ENDS 
FITTER  BEGINS  AT  SMALLSHEAR 


1  POSITION  SHEETMETAL  FROM  FITTER  AT  SMALLSHEAR  TO 
SMALLSHEAR 


A1 

BO 

G1 

A1 

BO 

P  6 

A0 

1.00 

90 

2 

PUSH 

FOOTPEDAL  AT  SMALLSHEAR 

PROCESS 

A1 

BO 

G1 

Ml 

X6 

10 

A0 

1.00 

90 

3 

POSITION  SHEETMETAL  FROM  SMALLSHEAR 

TO 

SMALLSHEAR  F  5 

A1 

BO 

G1 

A1 

BO 

P  6 

A0 

5.00 

450 

4 

OPERATE  FOOTPEDAL  AT  SMALLSHEAR  PROCESS. 

F  5 

A1 

BO 

G1 

M6 

X6 

10 

A0 

5.00 

700 

5 

MOVE 

SHEETMETAL  FROM  SMALLSHEAR 

TO 

WORKTABLE 

A1 

BO 

G1 

A67 

B3 

PI 

A0 

1.00 

730 

TOTAL  TMU  2060 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  BEND  SHEETMETAL  FOR  BALANCE  DAMPER 
Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  .Wll  BDAMP  .  MO  3 

BEND  SHEETMETAL  FOR  BALANCE  DAMPER  WITH  LEAFBRAKE  AT  SHEETMETAL 

SHOP 

PER  DAMPER  OFG :  4  22-JUN-83 

NASSCO  SHEETMETAL  BALANCE  DAMPER 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 ' X8 '  BALANCE  DAMPER 

*  BEND  DAMPER  BLADE  OVER  190 — 

*  — DEGREES  FOR  HEMMED  EDGE 
FITTER  BEGINS  AT  LEAFBRAKE 


1  POSITION  SHEETMETAL  FROM  FITTER  AT  LEAFBRAKE  TO 


LEAFBRAKE 


A1  BO 

G1 

A1 

BO 

P  6 

A0 

1.00 

90 

2 

OPERATE 

LEAFBRAKE-LEVER  PROCESS 

A1  BO 

G1 

M6 

XI 6 

10 

A0 

1.00 

240 

3 

POSITION 

SHEETMETAL  FROM  LEAFBRAKE 

TO  LEAFBRAKE 

F  3 

A1  BO 

G1 

A1 

BO 

16 

AO 

3.00 

270 

4 

OPERATE 

LEAFBRAKE-LEVER  PROCESS 

F  3 

A1  BO 

G1 

M6 

XI 6 

10 

AO 

3.00 

720 

5 

MOVE  SHEETMETAL  FROM  LEAFBRAKE 

TO 

WORKTABLE 

A1  BO 

G1 

A81 

B3 

PI 

AO 

1.00 

870 

TOTAL  TMU  2190. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


'fS  5“  o 


File  Description  ?  DRILL  SHEETMETAL  FOR  BALANCE  DAMPER 


Output  to  line-printer  <Y  or  N>  ?  N 
(  39,  1) 

FIT  •  Wll  BDAMP  .MO  4 

DRILL  SHEETMETAL  FOR  BALANCE  DAMPER  WITH  DRILLMOTOR  AT  SHEETMETAL 

SHOP 

PER  DAMPER  OFG :  4  22-JUN-83 

NASSCO  SHEETMETAL  BALANCE  DAMPER 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 ' X8 '  BALANCE  DAMPER 

*  HOLES  IN  VENT  DUCT  AND  DAMPER  BLADE — 

*  — FOR  DAMPER  PARTS 
FITTER  BEGINS  AT  WORKTABLE 

1  MOVE  DAMPERPARTS  FROM  STORAGEBIN  TO  WORKTABLE 

A81  BO  G1  A81  B3  PI  AO  1.00  1670. 

2  MEASURE  DIMENSIONS  ON  SHEETMETAL  [VENT  DUCT]  AT 

WORKTABLE  USING  STEEL-TAPE  AT  WORKTABLE  AND  ASIDE  PF  4 
(4  5  6  7) 

A1  BO  G1  ( A1  BO  PI  M32  )  A1  BO  PI  AO  (4)  1.00  1400. 

3  MARK  DIMENSIONS  ON  SHEETMETAL  AT  WORKTABLE  1  DIGIT 

USING  AWL  AT  WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (4)  1.00  240. 

4  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00  180. 

5  FASTEN  CPUNCH  TO  SHEETMETAL  [VENT  DUCT]  AT  WORKTABLE  1 

STRIKE  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  2  (45 

6  7  ) 

A1  BO  G1  ( A1  BO  PO  F3  )  A1  BO  PI  AO  (2)  1.00  120. 

6  FASTEN  5-32DRILLBIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO  1.00  140. 

7  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00  180. 

8  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  2 

A1  BO  G1  M6  X6  10  AO  2.00  280. 

9  LOOSEN  5-32DRILLBIT  FROM  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  P3  L6  A1  BO  PI  AO  1.00  140. 

10  FASTEN  1-2DRILLBIT  TO  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE 

A1  BO  G1  A1  BO  P3  F6  A1  BO  PI  AO  1.00  140. 

11  POSITION  DRILLMOTOR  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 

A1  BO  G1  A1  BO  P  6  AO  2.00  180. 

12  OPERATE  DRILLMOTOR  AT  WORKTABLE  PROCESS  F  2 

A1  BO  G1  M6  X6  10  AO  2.00  280. 

13  LOOSEN  SHEETMETAL  SCREWS  FROM  DAMPERPARTS  AT  WORKTABLE 

5  WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE  PF 
4  (4  5  6  7) 

A1  BO  G1  ( A1  BO  P3  L10  )  A1  BO  PI  AO  (4)  1.00  600. 

14  PLACE  DAMPERPARTS  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  2 


iS/T""'  /  «  «✓  *7" 

A1  BO  G1  A1  BO  P3  AO  2.00 

15  POSITION  SHEETMETAL  DAMPERBLADE  FROM  WORKTABLE  TO 

DAMPERPARTS  AT  WORKTABLE 

O  A1  BO  G1  A1  BO  P  6  AO  1.00 

16  MARK  RIVET  HOLES  FROM  DAMPERPARTS TO  SHEETMETAL  [VENT 

DUCT]  AT  WORKTABLE  1  DIGIT  USING  AWL  AT  WORKTABLE  AND 
ASIDE  PF  6  (4567) 

A1  BO  G1  ( A1  BO  PI  R3  )  A1  BO  PI  AO  (6)  1.00 

17  MARK  SCREW  HOLES  FROM  DAMPERPARTS  TO  SHEETMETAL 

DAMPERBLADE  AT  WORKTABLE  1  DIGIT  USING  AWL  AT 
WORKTABLE  AND  ASIDE  PF  4  (4567) 

A1  B0  G1  ( A1  B0  PI  R3  )  A1  B0  PI  A0  (4)  1.00 

18  REPLACE  SHEETMETAL  DAMPERBLADE  FROM  SHEETHETAL  [VENT 

DUCT]  AT  WORKTABLE  TO  WORKTABLE 

A1  B0  G1  A1  B0  P3  A0  1.00 

19  REPLACE  DAMPERPARTS  FROM  SHEETMETAL  [VENT  DUCT]  AT 

WORKTABLE  TO  WORKTABLE 

A1  B0  G1  A1  B0  P3  A0  1.00 

20  POSITION  CPUNCH  FROM  WORKTABLE  TO  SHEETMETAL  [VENT 

DUCT]  AT  WORKTABLE  F  6 

A1  B0  G1  A1  B0  P  6  A0  6.00 

21  FASTEN  CPUNCH  TO  SHEETMETAL  [VENT  DUCT]  AT  WORKTABLE  1 

STRIKE  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  6  (45 

6  7  ) 


A1  BO 

G1  ( A1  BO 

PO 

F3 

)A1 

BO 

PI 

AO 

(6) 

1.00 

POSITION  CPUNCH 

FROM  WORKTABLE 

TO  SHEETMETAL 

DAMPERBLADE  AT 

WORKTABLE  F 

6 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

6.00 

23  FASTEN  CPUNCH  TO  SHEETMETAL  DAMPERBLADE  AT  WORKTABLE  1 
STRIKE  USING  HAMMER  AT  WORKTABLE  AND  ASIDE  PF  4  (45 

6  7  ) 


A1  BO  G1  ( A1  BO 

PO  F3  )A1 

BO 

PI 

AO 

(4) 

1.00 

24  LOOSEN  1-2DRILLBIT  FROM  DRILLMOTOR  AT  WORKTABLE 

3 

WRIST-TURNS  USING  CHUCKKEY 

AT  WORKTABLE 

AND 

ASIDE 

A1  BO  G1  A1  BO 

P3  L6  A1 

BO 

PI 

AO 

1.00 

25 

FASTEN  7 . 32DRILL-BIT  TO  DRILLMOTOR  AT  WORKTABLE 

3 

WRIST-TURNS  USING  CHUCKKEY 

AT  WORKTABLE 

AND 

ASIDE 

A1  BO  G1  A1  BO 

P3  F6  A1 

BO 

PI 

AO 

1.00 

26 

POSITION  DRILLMOTOR  TO  SHEETMETAL  [DAMPERBLADE] 

AT 

WORKTABLE  F  4 

A1 

BO  G1  A1 

BO 

P  6 

AO 

4.00 

27 

OPERATE  DRILLMOTOR  PROCESS  F 

4 

A1 

BO  G1  M6 

X6 

10 

AO 

4.00 

28 

PLACE  FILE  TO  SHEETMETAL  AT 

WORKTABLE  F 

4 

A1 

BO  G1  A1 

BO 

P3 

AO 

4.00 

29  LOOSEN  7 . 32DRILL-BIT  FROM  DRILLMOTOR  AT  WORKTABLE  3 

WRIST-TURNS  USING  CHUCKKEY  AT  WORKTABLE  AND  ASIDE  PF  6 
(4  5  6  7) 


A1  BO  G1 

(A1  BO 

P3 

L6 

)A1 

BO 

PI 

AO  (6) 

1.00 

30 

FASTEN  5-32DRILLBIT 

TO  DRILLMOTOR  AT 

WORKTABLE 

3 

WRIST-TURNS  USING 

CHUCKKEY 

AT 

WORKTABLE 

AND 

ASIDE 

A1  BO  G1 

A1  BO 

P3 

F  6 

A1 

BO 

PI 

AO 

1.00 

31 

POSITION  DRILLMOTOR 

TO  SHEETMETAL  AT 

WORKTABLE 

[VENT 

DUCT]  F  6 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

6.00 

32 

OPERATE  DRILLMOTOR 

PROCESS  F 

6 

A1 

BO 

G1 

M6 

X6 

10 

AO 

6.00 

33  POSITION  FILE  TO  SHEETMETAL 

AT 

WORKTABLE 

F  4 

A1 

BO 

G1 

A1 

BO 

P  6 

AO 

4.00 

34  DEBURR  SHEETMETAL  AT  WORKTABLE  5  ARM-STROKES  USING  FILE 


120. 

90. 

340. 

240. 

60. 

60. 

540. 

280. 

540. 

2  0  0 

140. 

140. 

360. 

560. 

240. 

640. 

140. 

540. 

840. 

360. 


S'  ^  '-f' 

AT  WORKTABLE  AND  ASIDE  PF  4  (  4  5  6  7  ) 

A1  BO  G1  ( A1  BO  PI  C6  )  A1  BO 


PI  AO  (4) 


1.00 


TOTAL  TMU 


360 

12340 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


File  Description  ?  ASSEMBLE  BALANCE  DAMPER 
Output  to  line-printer  <Y  or  N>  ?  N 

(  39,  1) 

FIT  •  Wll  BDAMP  .MO  5 

ASSEMBLE  BALANCE  DAMPER  WITH  SCREWDRIVER  AT  SHEETMETAL  SHOP 
PER  DAMPER  OFG :  4  23-JUN-83 

NASSCO  SHEETMETAL  BALANCE  DAMPER 

*  20  GAUGE  GALV.  SHEETMETAL 

*  6 ' X8 '  BALANCE  DAMPER 

*  RIVET  DAMPER  QUADRANT  TO  VENT  DUCT 
FITTER  BEGINS  AT  WORKTABLE 

1  PLACE  DAMPER  PART  FROM  WORKTABLE  TO  SHEETMETAL  [VENT 

DUCT]  AT  WORKTABLE  F  2. 

A1  BO  G1  A1  BO  P3  AO  2.00  120. 

2  PLACE  SHEETMETAL  [DAMPER  BLADE]  FROM  WORKTABLE  TO 

DAMPER  PARTS  AT  WORKTABLE 

A1  BO  G1  A1  BO  P3  AO  1.00  60. 

3  POSITION  SHEETMETAL  [SCREWS]  FROM  WORKTABLE  TO  DAMPER 

PARTS  AT  WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00  360. 

4  POSITION  SCREWDRIVER  FROM  WORKTABLE  TO  SHEETMETAL 

[SCREWS]  AT  WORKTABLE  F  4 

A1  BO  G1  A1  BO  P  6  AO  4.00  360. 

5  FASTEN  SHEETMETAL  SCREWS  TO  DAMPER  PARTS  AT  WORKTABLE  5 

WRIST-TURNS  USING  SCREWDRIVER  AT  WORKTABLE  AND  ASIDE 
P  F  4  (4  5  6  7) 

A1  B0  G1  ( A1  BO  P3  F10  )  A1  BO  PI  AO  (4)  1.00  6  0  0. 

6  POSITION  RIVET  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  6 

A1  BO  G1  A1  BO  P  6  AO  6.00  540. 

7  POSITION  RIVETGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  6 

A1  BO  G1  A1  B0  P  6  AO  6.00  540. 

8  OPERATE  RIVETGUN  AT  WORKTABLE  PROCESS  F  4 

A1  BO  G1  M6  X3  10  AO  4.00  440. 

9  POSITION  CAULKINGGUN  FROM  WORKTABLE  TO  SHEETMETAL  AT 

WORKTABLE  F  8 

A1  BO  G1  A1  B0  P  6  AO  8.00  720. 

10  GRIP  SEALANT  TO  SHEETMETAL  AT  WORKTABLE  USING 

CAULKINGGUN  AT  WORKTABLE  AND  ASIDE  PF  8  (4567) 

A1  BO  G1  ( A1  BO  P3  Cl  )  A1  BO  PI  AO  (8)  1.00  440. 

11  INSPECT  SHEETMETAL  AT  WORKTABLE  9  POINTS 

AO  BO  GO  AO  BO  PO  T10  AO  BO  PO  AO  1.00  100. 


TOTAL  TMU  4280. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


20  8^0 


Output  to  line-printer  <Y  or  N>  ?  N 


ELD  .  W  0  1  (  39,101) 


4XL 


54A.T  EiRiTiAW  K 


UELDMACHINES  ! 

i 


WELDTABLE 


! 


!  ! 

;  ; 

TOOLROOM 

i  ! 


.11... 

WORKTABLE 


Name 

\ 


Location 


Bodp/Fraa/PT 


WORKPLACES : 


WELDTABLE 

15,8 

55,  7 

PBEND 

TOOLROOM 

0,  0 

10,5 

WE LDMAC HINES 

55, 16 

16,  4 

WORKTABLE 

45, 1 

25,4 

WATERTANK 

44,  16 

10,2 

BEND 

TOOLS: 

STINGER1 
STINGER2 
WOODBLOCKS 
WIREBRUSH 
WEIGHTS 
WELD GUN 
WELDROD 
ANTI-SPATTER 
SLAGHAMMER 
PLIERS 
SMALLBRUSH 
FOXTAIL 
GROUND CLAMPS 
WIRECUTTERS 
PAPER 
PEN 
RODS 
WIRE 

WELDHOOD 


WELDTABLE 

WELDTABLE 

WELDTABLE 

WELDTABLE 

WELDTABLE 

WELDTABLE 

WELDTABLE 

WELDTABLE 

WELDTABLE 

WELDTABLE 

WELDTABLE 

WELDTABLE 

WELDTABLE 

WELDTARLE 

WELDTABLE 

WELDTABLE 

TOOLROOM 

TOOLROOM 

WELDOR 


OBJECTS: 

S.M. ASSEMBLY 

WELDTABLE 

ASSEMBLY 

WORKTABLE 

FRAG 

CART 

WORKTABLE 

FRAG 

EQUIPMENT: 

VENTHOSE1 

WELDTABLE 

VENTHOSE2 

WELDTABLE 

STINGER-BUTTON2 

WELDTABLE 

STINGER-BUTTON1 

WELDTABLE 

30  S 

ANTI-SPATTER2 

WELDTABLE 

3  S 

LEVER 

WE LDMAC HINES 

CRANK 

WE LDMAC HINES 

MIG-SWITCH 

WE LDMAC HINES 

TIG-SWITCH 

WE LDMAC HINES 

GAS-HOOKUP-SWITCH 

WE LDMAC HINES 

BUTTON 

WE LDMAC HINES 

POWER-SUPPLY-SWITCH 

WE LDMAC HINES 

SWITCH 

WATERTANK 

OPERATORS : 

WELDOR 

WELDTABLE 

38,16  B 

FITTER 

WORKTABLE 

57,  6 

From 

To 

Steps, 

WELDTABLE 

TOOLROOM 

75 

WELDTABLE 

WELDMACHINES 

2 

WELDTABLE 

WORKTABLE 

71 

WELDTABLE 

WATERTANK 

1 

TOOLROOM 

WELDMACHINES 

76 

TOOLROOM 

WORKTABLE 

52 

TOOLROOM 

WATERTANK 

76 

WELDMACHINES 

WORKTABLE 

72 

WELDMACHINES 

WATERTANK 

2 

WORKTABLE 

WATERTANK 

72 

Type  D,  EM,  CT,  EW,  EX,  L,  LD, 

LS,  M,  T,  W  <or  H  for  help>  ? 

File  Description  ?  FIT  AREA  WITH  SECOND  SEAM  WELDER  EXPANSION 
Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ?  L 

Output  to  line-printer  <Y  or  N>  ?  N 
FIT  W  1  4  (  39, 101) 

!  WELDOUT  !  !  WORKTABLE  (X)  !  SPOTWELDER  !  !  SCRAPBIN! 

!  FLANGEAREA!  !  DRILLPRESS  !  !  PED,  GRINDER  !  114FT.  SHEAR 

!  GASKET-CUTTING-TABLE!  !  ROLLER!!  LAPOUT !  !  HYDROPRESS  ! 


!  PANBRAKE  !!  NIBBLER!  !  PITTSBURGH!  !  SMALLSHEAR  SEAMWELDER  ! 


!  CORNICEBRAKE  !  !  EDGER!  - 

-  i sheetmetal_ST0RAGE ! 

!  STORAGEBIN  !  WORKBENCH! - 

- j—  - !  14FTHYDROPRESSBRAKE  !  PLASMA-ARC  ! 


!  LEAFBRAKE  ! !  BARFOLDER  ! 


!  TOOLROOM  !  MARKOUT-STORAGE !  !  MARKOUT ! 


Name 

Location 

Body/Frag/PT 

WORKPLACES : 

WORKTABLE 

15,19 

12,2 

PBEND 

14FTHYDROPRESSBRAKE 

30,3 

19,2 

WELDOUT 

0,19 

10,2 

PBEND 

DRILLPRESS 

15, 16 

13,2 

PANBRAKE 

5,  10 

11,2 

CORNICEBRAKE 

10,7 

15,2 

LEAFBRAKE 

4,1 

12,2 

WORKBENCH 

18,4 

11,2 

PBEND 

SMALLSHEAR 

40,  10 

10,2 

PITTSBURGH 

27,  10 

12,2 

LAPOUT 

32,  13 

8,2 

SCRAPBIN 

61,  19 

10,2 

BEND 

TOOLROOM 

30,  0 

11,2 

ROLLER 

23,  13 

8,2 

EDGER 

30,7 

7,2 

NIBBLER 

17,10 

9,2 

FLANGEAREA 

0,16 

12,2 

PLASMA-ARC 

50,3 

12,2 

HYDROPRESS 

42,  13 

15,2 

SPOTWELDER 

35,  19 

13,2 

GASKET-CUTTING-TABLE 

0,  13 

21,2 

BARFOLDER 

17,1 

12,2 

14FT. SHEAR 

55,  16 

10,2 

PED. GRINDER 

30,  16 

15,2 

STORAGEBIN 

0,4 

10,2 

MARKOUT-STORAGE 

41,  0 

17,2 

MARKOUT 

62 , 0 

9,2 

PBEND 

SHEETMETAL-STORAGE 

52,  6 

19,  2 

SEAMWELDER 

55,  10 

15,2 

PBEND 

TOOLS  : 

AWL 

SETTINGTOOL 

CPUNCH 

SCREWDRIVER 

GLOVES 

SNIPES 

BLACKPEN 

CC LAMPS 

SQUARE 

MARKINGGAUGE 
STEELTAPE 
DIVIDERS 
HANDFORMER 
TEMPLATE 
CHISEL 
VISEGRIPS 
RIVET-HOLE-GUIDE 
HAMMER 
CAULKINGGUN 
B ARC LAMP 
FILE 

1-4DRILLBIT 

1-2DRILLBIT 

5-32DRILLBIT 

SKETCH 

7 . 32DRILL-BIT 

5. 16DRILL-BIT 

1 . 4 TAP 

CHUCKKEY 

9. 16WRENCH 

MASKING-TAFE 

SAW-BLADES 

15 . 16WRENCH 

FORMINGSTAKES 

BARCLAMP2 

DRILLBIT 

UTILITY-KNIFE 

GRINDER 

SABER-SAW2 

SAW-BLADES2 

UNISHEAR2 

1-4 PUNCH 

3-8PUNCH 

7-1 6PUNCH 

I- 2PUNCH 
9-16PUNCH 

5-8PUNCH 

II- 16PUNCH 
3-4PUNCH 
CLAMP 


WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

WORKTABLE 

PANBRAKE 

WORKBENCH 

TOOLROOM 

TOOLROOM 

TOOLROOM 

TOOLROOM 

TOOLROOM 

TOOLROOM 

TOOLROOM 

PLASMA-ARC 

PLASMA-ARC 

PLASMA-ARC 

PLASMA-ARC 

PLASMA-ARC 

PLASMA-ARC 

PLASHA-ARC 

PLASMA-ARC 

PLASMA-ARC 


STRIPER 

PLASMA-ARC 

DIE 

PLASMA- ARC 

ALLENWRENCH 

SEAMWELDER 

OBJECTS: 

SHEETMETAL 

WORKTABLE 

DAMFERP ART  S  2 

WORKTABLE 

RIVETS :F 

WORKTABLE 

SHEETMETALSCRAP 

SCRAPBIN 

BRUSH 

TOOLROOM 

BOLTS 

TOOLROOM 

FRAG 

GLUE 

TOOLROOM 

FLANGES 

FLANGE ARE A 

TAPE-CONTAINER 

PLASMA-ARC 

COMPUTER-TAPE 

PLASMA- ARC 

RUBBER 

GASKET-CUTTING-TABLE 

DAMPERPARTS 

STORAGEBIN 

CART 

MARKOUT-STORAGE 

FRAG 

SHEETMETAL2 :F 

MARKOUT-STORAGE 

S . M . CART 

SHEETMETAL-STORAGE 

GAUGED-SHEETMETAL 

SHEETMETAL-STORAGE 

PANEL-LIGHTS 

SEAMWELDER 

EQUIPMENT: 

RIVETGUN 

WORKTABLE 

1  .  5S 

DRILLMOTOR 

WORKTABLE 

2  S 

UNI SHEAR 

WORKTABLE 

66  S 

SABER- SAW 

WORKTABLE 

24  S 

14FTHYDROPRESSBRAKE-FOOTPEDAL 

14FTHYDROPRESSBRAKE 

9.5  S 

TAACKWELDER 

WELDOUT 

1  S 

DRILLPRESS-BUTTON 

DRILLPRESS 

3.2  S 

PANBRAKE-LEVER 

PANBRAKE 

32  S 

CORNICEBRAKE-LEVER 

CORNICEBRAKE 

17  S 

LEAFBRAKE-LEVER 

LEAFBRAKE 

7  S 

EASYEDGER 

WORKBENCH 

30  S 

HAND-ROLLER 

WORKBENCH 

FOOTPEDAL 

SMALLSHEAR 

2  S 

PITTSBURGH-BUTTON 

PITTSBURGH 

10  S 

LAPOUT-SWITCH 

LAPOUT 

5  S 

TAPINGMOTOR 

TOOLROOM 

ROLLER-BUTTON 

ROLLER 

37  S 

EDGER-SWITCH 

EDGER 

17  S 

NIBBLER-BUTTON 

NIBBLER 

31  S 

TOOLLOCK-SWITCH 

PLASMA-ARC 

SPOTWELDER-FOOTPEDAL 

SPOTWELDER 

2  S 

BARFOLDER-LEVER 

GASKET-CUTTING-TABLE 

5.8  S 

14FT . SHEAR-FOOTPEDALL 

14FT. SHEAR 

1.4  S 

CARRIAGE-SPEED-SWITCH 

SEAMWELDER 

VOLTAGE-METER-SWITCH 

SEAMWELDER 

AMP-METER-SWITCH 

SEAMWELDER 

ON-OFF-SWITCH 

SEAMWELDER 

CARRIAGE-STOP 

SEAMWELDER 

WIRE-FEED-SWITCH 

SEAMWELDER 

CENTERING-DEVICE 

SEAMWELDER 

CLAMPING-DEVICE-FOOT-SWITCH 

SEAMWELDER 

CARRIAGE-TRACK 

SEAMWELDER 

SERUENCE-START-SWITCH 

SEAMWELDER 

1  M 

SEAMWELDER- LATCH 

SEAMWELDER 

TORCH-UP-AND-DOWN-SWITCH 

SEAMWELDER 

OPERATORS : 


FITTER 

WORKTABLE 

28,20 

From. 

To 

Step: 

WORKTABLE 

14FTHYDROPRESSBRAKE 

54 

WORKTABLE 

WELDOUT 

29 

WORKTABLE 

DRILLPRESS 

20 

WORKTABLE 

PANBRAKE 

33 

WORKTABLE 

CORNICEBRAKE 

32 

WORKTABLE 

LEAFBRAKE 

41 

WORKTABLE 

WORKBENCH 

38 

WORKTABLE 

SMALLSHEAR 

35 

WORKTABLE 

PITTSBURGH 

33 

WORKTABLE 

LAP OUT 

31 

WORKTABLE 

SCRAPBIN 

32 

WORKTABLE 

TOOLROOM 

52 

WORKTABLE 

ROLLER 

30 

WORKTABLE 

EDGER 

36 

WORKTABLE 

NIBBLER 

20 

WORKTABLE 

FLANGEAREA 

90 

WORKTABLE 

PLASMA-ARC 

73 

WORKTABLE 

HYDROPRESS 

55 

WORKTABLE 

SPOTWELDER 

29 

WORKTABLE 

GASKET-CUTTING-TABLE 

54 

WORKTABLE 

BARFOLDER 

38 

WORKTABLE 

14FT. SHEAR 

85 

WORKTABLE 

PED. GRINDER 

22 

WORKTABLE 

STORAGEBIN 

46 

WORKTABLE 

MARKOUT-STORAGE 

87 

WORKTABLE 

MARKOUT 

90 

WORKTABLE 

SHEETMETAL-STORAGE 

90 

WORKTABLE 

SEAMWELDER 

77 

14FTHYDROPRESSBRAKE 

WELDOUT 

66 

14FTHYDROPRESSBRAKE 

DRILLPRESS 

38 

14FTHYDROPRESSBRAKE 

PANBRAKE 

44 

14FTHYDROPRESSBRAKE 

CORNICEBRAKE 

40 

14FTHYDROPRESSBRAKE 

LEAFBRAKE 

35 

14FTHYDROPRESSBRAKE 

WORKBENCH 

36 

14FTHYDROPRESSBRAKE 

SMALLSHEAR 

25 

14FTHYDROPRESSBRAKE 

PITTSBURGH 

32 

14FTHYDROPRESSBRAKE 

LAPOUT 

30 

14FTHYDROPRESSBRAKE 

SCRAPBIN 

35 

14FTHYDROPRESSBRAKE 

TOOLROOM 

19 

14FTHYDROPRESSBRAKE 

ROLLER 

33 

14FTHYDROPRESSBRAKE 

EDGER 

27 

14FTHYDROPRESSBRAKE 

NIBBLER 

22 

14FTHYDROPRESSBRAKE 

FLANGEAREA 

91 

14FTHYDROPRESSBRAKE 

PLASMA-ARC 

24 

14FTHYDROPRESSBRAKE 

HYDROPRESS 

8 

14FTHYDROPRESSBRAKE 

SPOTWELDER 

27 

14FTHYDROPRESSBRAKE 

GASKET-CUTTING-TABLE 

66 

14FTHYDROPRESSBRAKE 

BARFOLDER 

31 

14FTHYDROPRESSBRAKE 

14FT. SHEAR 

34 

14FTHYDROPRESSBRAKE 

PED. GRINDER 

34 

14FTHYDROPRESSBRAKE 

STORAGEBIN 

58 

14FTHYDROPRESSBRAKE 

MARKOUT-STORAGE 

36 

14FTHYDROPRESSBRAKE 

MARKOUT 

40 

14FTHYDR0PRESSBRAKE 

SHEETMETAL-STORAGE 

45 

14FTHYDR0PRESSBRAKE 

SEAMWELDER 

20 

WELDOUT 

DRILLPRESS 

28 

WELDOUT 

PANBRAKE 

28 

WELDOUT 

CORNICEBRAKE 

28 

WELDOUT 

LEAFBRAKE 

47 

WELDOUT 

WORKBENCH 

44 

WELDOUT 

SMALLSHEAR 

49 

WELDOUT 

PITTSBURGH 

38 

WELDOUT 

LAPOUT 

45 

WELDOUT 

SCRAPBIN 

47 

WELDOUT 

TOOLROOM 

63 

WELDOUT 

ROLLER 

35 

WELDOUT 

EDGER 

42 

WELDOUT 

NIBBLER 

37 

WELDOUT 

FLANGEAREA 

83 

WELDOUT 

P  LASMA- ARC 

88 

WELDOUT 

HYDROPRESS 

62 

WELDOUT 

SPOTWELDER 

26 

WELDOUT 

GASKET-CUTTING-TABLE 

46 

WELDOUT 

BARFOLDER 

31 

WELDOUT 

14FT. SHEAR 

90 

WELDOUT 

PED, GRINDER 

34 

WELDOUT 

STORAGEBIN 

37 

WELDOUT 

MARKOUT-STORAGE 

91 

WELDOUT 

MARKOUT 

90 

WELDOUT 

SHEETMETAL-STORAGE 

90 

WELDOUT 

SEAMWELDER 

92 

DRILLPRESS 

PANBRAKE 

27 

DRILLPRESS 

CORNICEBRAKE 

19 

DRILLPRESS 

LEAFBRAKE 

22 

DRILLPRESS 

WORKBENCH 

17 

DRILLPRESS 

SMALLSHEAR 

19 

DRILLPRESS 

PITTSBURGH 

10 

DRILLPRESS 

LAPOUT 

11 

DRILLPRESS 

SCRAPBIN 

28 

DRILLPRESS 

TOOLROOM 

33 

DRILLPRESS 

ROLLER 

9 

DRILLPRESS 

EDGER 

13 

DRILLPRESS 

NIBBLER 

4 

DRILLPRESS 

FLANGEAREA 

75 

DRILLPRESS 

PLASMA- ARC 

57 

DRILLPRESS 

HYDROPRESS 

38 

DRILLPRESS 

SPOTWELDER 

20 

DRILLPRESS 

GASKET-CUTTING-TABLE 

41 

DRILLPRESS 

BARFOLDER 

18 

DRILLPRESS 

14FT. SHEAR 

69 

DRILLPRESS 

PED. GRINDER 

13 

DRILLPRESS 

STORAGEBIN 

29 

DRILLPRESS 

MARKOUT-STORAGE 

70 

DRILLPRESS 

MARKOUT 

74 

DRILLPRESS 

SHEETMETAL-STORAGE 

90 

DRILLPRESS 

SEAMWELDER 

61 

PANBRAKE 

CORNICEBRAKE 

5 

PANBRAKE 

LEAFBRAKE 

25 

FANBRAKE 

WORKBENCH 

20 

PANBRAKE 

SMALLSHEAR 

27 

PANBRAKE 

PITTSBURGH 

18 

PANBRAKE 

LAPOUT 

20 

PANBRAKE 

SCRAPBIN 

36 

PANBRAKE 

TOOLROOM 

40 

PANBRAKE 

ROLLER 

1? 

PANBRAKE 

EDGER 

17 

PAifBRAKE 

NIBBLER 

13 

PANBRAKE 

FLANGEAREA  ' 

62 

^  PANBRAKE 

PLASMA-ARC 

61 

'  PANBRAKE 

HYDROPRESS 

47 

PANBRAKE 

SPOTWELDER 

30 

PANBRAKE 

GASKET-CUTTING-TABLE 

24 

PANBRAKE 

BARFOLDER 

24 

PANBRAKE 

14FT* SHEAR 

72 

PANBRAKE 

PED. GRINDER 

22 

PANBRAKE 

STORAGEBIN 

15 

PANBRAKE 

MARKOUT-STORAGE 

74 

PANBRAKE 

MARKOUT 

78 

PANBRAKE 

SHEETMETAL-STORAGE 

90 

PANBRAKE 

SEAMWELBER 

65 

CORNICEBRAKE 

LEAFBRAKE 

47 

CORNICEBRAKE 

WORKBENCH 

16 

CORNICEBRAKE 

SMALLSHEAR 

22 

CORNICEBRAKE 

PITTSBURGH 

13 

CORNICEBRAKE 

LAPOUT 

17 

CORNICEBRAKE 

SCRAF’BIN 

32 

CORNICEBRAKE 

TOOLROOM 

36 

CORNICEBRAKE 

ROLLER 

15 

CORNICEBRAKE 

EDGER 

15 

CORNICEBRAKE 

’  . 

NIBBLER 

9 

CORNICEBRAKE 

FLANGEAREA 

65 

CORNICEBRAKE 

PLASMA-ARC 

58 

CORNICEBRAKE 

HYDROPRESS 

41 

N  CORNICEBRAKE 

SPOTWELDER 

26 

»  CORNICEBRAKE 

GASKET-CUTTING-TABLE 

27 

CORNICEBRAKE 

BARFOLDER 

21 

CORNICEBRAKE 

14FT ♦ SHEAR 

69 

CORNICEBRAKE 

PED  *  GRINDER 

18 

CORNICEBRAKE 

STORAGEBIN 

17 

CORNICEBRAKE 

MARKOUT-STORAGE 

70 

CORNICEBRAKE 

MARKOUT 

75 

CORNICEBRAKE 

SHEETMETAL-STORAGE 

86 

CORNICEBRAKE 

SEAMWELDER 

62 

-  LEAFBRAKE 

WORKBENCH 

5 

LEAFBRAKE 

SMALLSHEAR 

21 

LEAFBRAKE 

PITTSBURGH 

18 

LEAFBRAKE 

LAPOUT 

19 

LEAFBRAKE 

SCRAPBIN 

34 

LEAFBRAKE 

TOOLROOM 

29 

LEAFBRAKE 

ROLLER 

20 

LEAFBRAKE 

EDGER 

18 

LEAFBRAKE 

NIBBLER 

17 

LEAFBRAKE 

FLANGEAREA 

73 

LEAFBRAKE 

PLASMA-ARC 

56 

LEAFBRAKE 

HYDROPRESS 

33 

LEAFBRAKE 

SPOTWELDER 

32 

LEAFBRAKE 

GASKET-CUTTING-TABLE 

43 

LEAFBRAKE 

BARFOLDER 

8 

LEAFBRAKE 

14FT. SHEAR 

67 

LEAFBRAKE 

PEIU  GRINDER 

21 

LEAFBRAKE 

STORAGEBIN 

21 

LEAFBRAKE 

MARKOUT-STORAGE 

68 

LEAFBRAKE 

MARKOUT 

74 

LEAFBRAKE 

SHEETMETAL-STORAGE 

76 

LEAFBRAKE 

SEAMWELDER 

61 

WORKBENCH 

SMALLSHEAR 

19 

WORKBENCH 

PITTSBURGH 

12 

WORKBENCH 

LAP OUT 

14 

WORKBENCH 

SCRAPBIN 

27 

WORKBENCH 

TOOLROOM 

30 

WORKBENCH 

ROLLER 

1  8 

WORKBENCH 

EDGER 

13 

WORKBENCH 

NIBBLER 

13 

WORKBENCH 

FLANGEAREA 

76 

WORKBENCH 

PLASMA-ARC 

53 

WORKBENCH 

HYDROPRESS 

35 

WORKBENCH 

SPOTWELDER 

23 

WORKBENCH 

GASKET-CUTTING-TABLE 

40 

WORKBENCH 

BARFOLDER 

10 

WORKBENCH 

14FT. SHEAR 

63 

WORKBENCH 

PED. GRINDER 

17 

WORKBENCH 

STORAGEBIN 

24 

WORKBENCH 

MARKOUT-STORAGE 

65 

WORKBENCH 

MARKOUT 

70 

WORKBENCH 

SHEETMETAL-STORAGE 

80 

WORKBENCH 

SEAMWELDER 

58 

SMALLSHEAR 

PITTSBURGH 

12 

SMALLSHEAR 

LAP OUT 

10 

SMALLSHEAR 

SCRAPBIN 

16 

SMALLSHEAR 

TOOLROOM 

19 

SMALLSHEAR 

ROLLER 

6 

SMALLSHEAR 

EDGER 

13 

SMALLSHEAR 

NIBBLER 

16 

SMALLSHEAR 

FLANGEAREA 

83 

SMALLSHEAR 

PLASMA-ARC 

31 

SMALLSHEAR 

HYDROPRESS 

24 

SMALLSHEAR 

SPOTWELDER 

14 

SMALLSHEAR 

GASKET-CUTTING-TABLE 

58 

SMALLSHEAR 

BARFOLDER 

14 

SMALLSHEAR 

14FT. SHEAR 

42 

SMALLSHEAR 

PEDIGRINDER 

9 

SMALLSHEAR 

STORAGEBIN 

37 

SMALLSHEAR 

MARKOUT-STORAGE 

42 

SMALLSHEAR 

MARKOUT 

47 

SMALLSHEAR 

SHEETMETAL-STORAGE 

59 

SMALLSHEAR 

SEAMWELDER 

31 

PITTSBURGH 

LAFOUT 

3 

PITTSBURGH 

SCRAPBIN 

18 

PITTSBURGH 

TOOLROOM 

25 

PITTSBURGH 

ROLLER 

8 

PITTSBURGH 

EDGER 

8 

PITTSBURGH 

NIBBLER 

5 

PITTSBURGH 

FLANGEAREA 

75 

PITTSBURGH 

PLASMA-ARC 

53 

PITTSBURGH 

HYDROPRESS 

16 

PITTSBURGH 

SPOTWELDER 

14 

PITTSBURGH 

GASKET-CUTTING-TABLE 

37 

PITTSBURGH 

BARFOLDER 

12 

PITTSBURGH 

14FT. SHEAR 

63 

PITTSBURGH 

PED. GRINDER 

7 

PITTSBURGH 

STORAGEBIN 

29 

PITTSBURGH 

MARKOUT-STORAGE 

64 

PITTSBURGH 

MARKOUT 

70 

PITTSBURGH 

SHEETMETAL-STORAGE 

73 

PITTSBURGH 

SEAMWELDER 

56 

LAPOUT 

SCRAPBIN 

15 

LAPOUT 

TOOLROOM 

2  2 

LAPOUT 

ROLLER 

5 

LAPOUT 

EDGER 

8 

LAPOUT 

NIBBLER 

8 

LAPOUT 

FLANGE ARE A 

78 

LAPOUT 

PLASMA-ARC 

46 

LAPOUT 

HYDROPRESS 

29 

LAPOUT 

SPOTWELDER 

12 

LAPOUT 

GASKET-CUTTING-TABLE 

42 

LAPOUT 

BARFOLDER 

11 

LAPOUT 

14FT. SHEAR 

57 

LAPOUT 

PED. GRINDER 

4 

LAPOUT 

STORAGEBIN 

25 

LAPOUT 

MARKOUT-STORAGE 

58 

LAPOUT 

MARKOUT 

62 

LAPOUT 

SHEETMETAL-STORAGE 

72 

LAPOUT 

SEAMWELDER 

50 

SCRAPBIN 

TOOLROOM 

32 

SCRAPBIN 

ROLLER 

12 

SCRAPBIN 

EDGER 

23 

SCRAPBIN 

NIBBLER 

63 

SCRAPBIN 

FLANGEAREA 

90 

SCRAPBIN 

PLASMA-ARC 

24 

SCRAPBIN 

HYDROPRESS 

21 

SCRAPBIN 

SPOTWELDER 

6 

SCRAPBIN 

GASKET-CUTTING-TABLE 

90 

SCRAPBIN 

BARFOLDER 

25 

SCRAPBIN 

14FT. SHEAR 

1 }  i  3 

SCRAPBIN 

PED. GRINDER 

15 

SCRAPBIN 

STORAGEBIN 

46 

SCRAPBIN 

MARKOUT-STORAGE 

18 

SCRAPBIN 

MARKOUT 

19 

SCRAPBIN 

SHEETMETAL-STORAGE 

10 

SCRAPBIN 

SEAMWELDER 

26 

TOOLROOM 

ROLLER 

28 

TOOLROOM 

EDGER 

25 

TOOLROOM 

NIBBLER 

27 

TOOLROOM 

FLANGEAREA 

90 

TOOLROOM 

PLASMA-ARC 

42 

TOOLROOM 

HYDROPRESS 

21 

TOOLROOM 

SPOTWELDER 

31 

TOOLROOM 

GASKET-CUTTING-TABLE 

57 

TOOLROOM 

BARFOLDER 

22 

TOOLROOM 

14FT. SHEAR 

51 

TOOLROOM 

PED. GRINDER 

25 

TOOLROOM 

STORAGEBIN 

48 

TOOLROOM 

MARKOUT-STORAGE 

50 

TOOLROOM 

MARKOUT 

54 

TOOLROOM 

SHEETMETAL-STORAGE 

62 

TOOLROOM 

SEAMWELDER 

4  3 

ROLLER 

EDGER 

12 

ROLLER 

NIBBLER 

{  11 

ROLLER 

FLANGEAREA 

81 

ROLLER 

PLASMA-ARC 

50 

ROLLER 

HYDROPRESS 

33 

ROLLER 

SPOTWELDER 

10 

ROLLER 

GASKET-CUTTING-TABLE 

46 

ROLLER 


"!SJ$%euEE*J 


$$$$$$HHHSP* ) * 


lI3UQ5Q15=It$JSL*S=lISiV.JZ 

Z5$dHH  50 


14FT. SHEAR 

PED. GRINDER 

61 

14FT. SHEAR 

STORAGEBIN 

84 

14FT. SHEAR 

MARKOUT-STORAGE 

14 

14FT. SHEAR 

MARKOUT 

14 

14FT. SHEAR 

SHEETMETAL-STORAGE 

17 

14FT. SHEAR 

SEAMWELDER 

45 

PED. GRINDER 

STORAGEBIN 

32 

PED. GRINDER 

MARKOUT-STORAGE 

63 

PED. GRINDER 

MARKOUT 

66 

PED. GRINDER 

SHEETMETAL-STORAGE 

7 

PED. GRINDER 

SEAMWELDER 

54 

STORAGEBIN 

MARKOUT-STORAGE 

86 

STORAGEBIN 

MARKOUT 

90 

STORAGEBIN 

SHEETMETAL-STORAGE 

90 

STORAGEBIN 

SEAMWELDER 

78 

MARKOUT-STORAGE 

MARKOUT 

5 

MARKOUT-STORAGE 

SHEETMETAL-STORAGE 

20 

MARKOUT-STORAGE 

SEAMWELDER 

21 

MARKOUT 

SHEETMETAL-STORAGE 

20 

MARKOUT 

SEAMWELDER 

25 

SHEETMETAL-STORAGE 

SEAMWELDER 

30 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ?  L 


S%Invalid  command. 


Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ?  L 


Output  to  line-printer  <Y  or  N>  ?  N 


FIT  W  1  4  (39,101) 


!  WELDOUT  !  !  WORKTABLE  (X)  !  SPOTWELDER  !  !  SCRAPBIN! 


!  FLANGEAREA!  !  DRILLPRESS  !  !  PED . GRINDER  !  114FT. SHEAR 


!  GASKET-CUTTING-TABLE!  !  ROLLER!!  LAPOUT !  !  HYDROPRESS  ! 


!  PANBRAKE  !!  NIBBLER!  !  PITTSBURGH!  !  SMALLSHEAR  !  SEAMWELDER  ! 


!  CORNICEBRAKE  !  !  EDGER! 


!  STORAGEBIN  !  WORKBENCH!  mZ  — 

-  - !  14FTHYDROPRESSBRAKE! 


!  SHEETMETAL-STORAGE ! 


PLASMA- ARC ! 


!  LEAFBRAKE  !  !  BARFOLDER  ! -  - 

- i  TooLROOM  !  MARKOUT-STORAGE !  !  MARKOUT ! 


Name 

Location 

Body/Frag/PT 

WORKPLACES : 

WORKTABLE 

15,  19 

12,2 

PBEND 

14FTHYDROPRESSBRAKE 

30,3 

19,2 

WELDOUT 

0,19 

10,2 

PBEND 

DRILLPRESS 

15,  16 

13,2 

PANBRAKE 

5,  10 

11,2 

CORNICEBRAKE 

10,  7 

15,2 

LEAFBRAKE 

4,1 

12,2 

WORKBENCH 

18,4 

11,2 

PBEND 

SMALLSHEAR 

40,  10 

10,2 

PITTSBURGH 

27,  10 

12,2 

LAPOUT 

32,  13 

8,2 

SCRAPBIN 

61, 19 

10,2 

BEND 

TOOLROOM 

30,  0 

11,2 

ROLLER 

23,  13 

8,2 

EDGER 

30,  7 

7,2 

NIBBLER 

17,  10 

9,2 

FLANGEAREA 

0,  16 

12,2 

PLASMA-ARC 

50,3 

12,2 

HYDROPRESS 

42,  13 

15,2 

SPOTWELDER 

35,  19 

13,2 

GASKET-CUTTING-TABLE 

0,  13 

21,2 

BARFOLDER 

17,1 

12,2 

14FT. SHEAR 

55,  16 

10,12 

PED. GRINDER 

30,  16 

15,2 

STORAGEBIN 

0,4 

10,2 

MARKOUT-STORAGE 

41,0 

17,2 

MARKOUT 

62,  0  9,2 

PBEND 

SHEETMETAL-STORAGE 

52,6  19,2 

SEAMWELDER 

55,10  15,2 

PBEND 

TOOLS  : 

AWL 

WORKTABLE 

SETTINGTOOL 

WORKTABLE 

CPUNCH 

WORKTABLE 

SCREWDRIVER 

WORKTABLE 

GLOVES 

WORKTABLE 

SNIPES 

WORKTABLE 

BLACKPEN 

WORKTABLE 

CCLAMPS 

WORKTABLE 

SQUARE 

WORKTABLE 

MARKINGGAUGE 

WORKTABLE 

STEELTAPE 

WORKTABLE 

DIVIDERS 

WORKTABLE 

HANDFORMER 

WORKTABLE 

TEMPLATE 

WORKTABLE 

CHISEL 

WORKTABLE 

VISEGRIPS 

WORKTABLE 

RIVET-HOLE-GUIDE 

WORKTABLE 

HAMMER 

WORKTABLE 

CAULKINGGUN 

WORKTABLE 

B ARC LAMP 

WORKTABLE 

FILE 

WORKTABLE 

I-4DRILLBIT 

WORKTABLE 

I-2DRILLBIT 

WORKTABLE 

5-32DRILLBIT 

WORKTABLE 

SKETCH 

WORKTABLE 

7 . 32DRILL-BIT 

WORKTABLE 

5 . 1 6DRILL-BIT 

WORKTABLE 

1.4TAP 

WORKTABLE 

CHUCKKEY 

WORKTABLE 

9 . 16WRENCH 

WORKTABLE 

MASKING-TAPE 

WORKTABLE 

SAW-BLADES 

WORKTABLE 

15 . 1 6WRENCH 

PANBRAKE 

FORMINGSTAKES 

WORKBENCH 

BARCLAMP2 

TOOLROOM 

DRILLBIT 

TOOLROOM 

UTILITY-KNIFE 

TOOLROOM 

GRINDER 

TOOLROOM 

SABER-SAW2 

TOOLROOM 

SAW-BLADES2 

TOOLROOM 

UNISHEAR2 

TOOLROOM 

1-4PUNCH 

PLASMA- ARC 

3-8PUNCH 

PLASMA-ARC 

7-1 6PUNCH 

PLASMA-ARC 

1-2PUNCH 

PLASMA-ARC 

9-1 6PUNCH 

PLASMA-ARC 

5-8PUNCH 

PLASMA-ARC 

11-1 6PUNCH 

PLASMA-ARC 

3-4PUNCH 

PLASMA-ARC 

CLAMP 

PLASMA-ARC 

STRIPER 

PLASMA-ARC 

DIE 

PLASMA-ARC 

ALLENWRENCH 

SEAMWELDER 

OBJECTS: 


SHEETMETAL 

WORKTABLE 

DAMPERPARTS2 

WORKTABLE 

RIVETS :F 

WORKTABLE 

SHEETMETALSCRAP 

SCRAPBIN 

BRUSH 

TOOLROOM 

BOLTS 

TOOLROOM 

FRAG 

BLUE 

TOOLROOM 

FLANGES' 

FLANGEAREA 

TAPE-CONTAINER 

PLASMA-ARC 

COMPUTER-TAPE 

PLASMA-ARC 

RUBBER 

GASKET-CUTTING-TABLE 

DAMPERPARTS 

STORAGEBIN 

CART 

MARKOUT-STORAGE 

FRAG 

SHEETMETAL2 :F 

MARKOUT-STORAGE 

S . M . CART 

SHEETMETAL-STORAGE 

GAUGED-SHEETMETAL 

SHEETMETAL-STORAGE 

PANEL-LIGHTS 

SEAMWELDER 

EQUIPMENT: 

RIVETGUN 

WORKTABLE 

1.5  S 

DRILLMOTOR 

WORKTABLE 

2  S 

UNI SHEAR 

WORKTABLE 

66  S 

SABER- SAW 

WORKTABLE 

24  S 

14FTHYDROPRESSBRAKE-FOOTFEDAL 

14FTHYDROPRESSBRAKE 

9,5  S 

TAACKWELDER 

WELDOUT 

1  S 

DRILLPRESS-BUTTON 

DRILLPRESS 

3.2  S 

PANBRAKE-LEVER 

PANBRAKE 

32  S 

CORN  ICE BRAKE -LEVER 

CORNICEBRAKE 

17  S 

LEAFBRAKE-LEVER 

LEAFBRAKE 

7  S 

EASYEDGER 

WORKBENCH 

30  S 

HAND-ROLLER 

WORKBENCH 

FOOTPEDAL 

SMALLSHEAR 

2  S 

PITTSBURGH-BUTTON 

PITTSBURGH 

10  S 

LAPOUT-SWITCH 

LAP OUT 

5  S 

TAPINGMOTOR 

TOOLROOM 

ROLLER-BUTTON 

ROLLER 

37  S 

EDGER-SWITCH 

EDGER 

17  S 

NIBBLER-BUTTON 

NIBBLER 

31  S 

TOOLLOCK-SWITCH 

PLASMA-ARC 

SPOTWELDER-FOOTPEDAL 

SPOTWELDER 

2  S 

BARFOLDER-LEVER 

GASKET-CUTTING-TABLE 

5.8  S 

14FT . SHEAR-FOOTPE " rDALL 

14FT. SHEAR 

1.4  S 

CARRIAGE-SPEED-SWITCH 

SEAMWELDER 

VOLTAGE-METER-SWITCH 

SEAMWELDER 

AMP-METER-SWITCH 

SEAMWELDER 

ON-OFF-SWITCH 

SEAMWELDER 

CARRIAGE-STOP 

SEAMWELDER 

WIRE-FEED-SWITCH 

SEAMWELDER 

CENTERING-DEVICE 

SEAMWELDER 

CLAMPING-DEVICE-FOOT-SWITCH 

SEAMWELDER 

CARRIAGE-TRACK 

SEAMWELDER 

SEQUENCE-START-SWITCH 

SEAMWELDER 

1  M 

SEAMWELDER- LATCH 

SEAMWELDER 

TORCH-UP-AND-DOWN-SWITCH 

SEAMWELDER 

OPERATORS : 

FITTER 

WORKTABLE 

28,20  B 

From 

To 

Steps 

WORKTABLE 

14FTHYDROPRESSBRAKE 

54 

WORKTABLE 

WELDOUT 

29 

WORKTABLE 

DRILLPRESS 

20 

WORKTABLE 

PANBRAKE 

33 

WORKTABLE 

CORNICEBRAKE 

32 

WORKTABLE 

LEAFBRAKE 

41 

WORKTABLE 

WORKBENCH 

38 

WORKTABLE 

SMALLSHEAR 

35 

WORKTABLE 

PITTSBURGH 

33 

WORKTABLE 

LAP OUT 

31 

WORKTABLE 

SCRAPBIN 

32 

WORKTABLE 

TOOLROOM 

52 

WORKTABLE 

ROLLER 

30 

WORKTABLE 

EDGER 

36 

WORKTABLE 

NIBBLER 

20 

WORKTABLE 

FLANGEAREA 

90 

WORKTABLE 

PLASMA-ARC 

73 

WORKTABLE 

HYDROPRESS 

55 

WORKTABLE 

SPOTWELDER 

29 

WORKTABLE 

GASKET-CUTTING-TABLE 

54 

WORKTABLE 

BARFOLDER 

38 

WORKTABLE 

14FT. SHEAR 

85 

WORKTABLE 

PED. GRINDER 

22 

WORKTABLE 

STORAGEBIN 

46 

WORKTABLE 

MARKOUT-STORAGE 

87 

WORKTABLE 

MARKOUT 

90 

WORKTABLE 

SHEETMETAL-STORAGE 

90 

WORKTABLE 

SEAMWELDER 

77 

14FTHYDROPRESSBRAKE 

WELDOUT 

66 

14FTHYDROPRESSBRAKE 

DRILLPRESS 

38 

14FTHYDROPRESSBRAKE 

PANBRAKE 

44 

14FTHYDROPRESSBRAKE 

CORNICEBRAKE 

40 

14FTHYDROPRESSBRAKE 

LEAFBRAKE 

35 

14FTHYDROPRESSBRAKE 

WORKBENCH 

36 

14FTHYDROPRESSBRAKE 

SMALLSHEAR 

25 

14FTHYDROPRESSBRAKE 

PITTSBURGH 

32 

14FTHYDROPRESSBRAKE 

LAPOUT 

30 

14FTHYDROPRESSBRAKE 

SCRAPBIN 

35 

14FTHYDROPRESSBRAKE 

TOOLROOM 

19 

14FTHYDROPRESSBRAKE 

ROLLER 

33 

14FTHYDROPRESSBRAKE 

EDGER 

27 

14FTHYDROPRESSBRAKE 

NIBBLER 

22 

14FTHYDROPRESSBRAKE 

FLANGEAREA 

91 

14FTHYDROPRESSBRAKE 

PLASMA-ARC 

24 

14FTHYDROPRESSBRAKE 

HYDROPRESS 

8 

14FTHYDROPRESSBRAKE 

SPOTWELDER 

27 

14FTHYDROPRESSBRAKE 

GASKET-CUTTING-TABLE 

66 

14FTHYDROPRESSBRAKE 

BARFOLDER 

31 

14FTHYDROPRESSBRAKE 

14FT. SHEAR 

34 

14FTHYDROPRESSBRAKE 

PED. GRINDER 

34 

14FTHYDROPRESSBRAKE 

STORAGEBIN 

58 

14FTHYDROPRESSBRAKE 

MARKOUT-STORAGE 

36 

14FTHYDROPRESSBRAKE 

MARKOUT 

40 

14FTHYDROPRESSBRAKE 

SHEETMETAL-STORAGE 

45 

14FTHYDROPRESSBRAKE 

SEAMWELDER 

20 

WELDOUT 

DRILLPRESS 

28 

WELDOUT 

PANBRAKE 

28 

WELDOUT 

CORNICEBRAKE 

28 

WELDOUT 

LEAFBRAKE 

47 

WELDOUT 

WORKBENCH 

44 

WELDOUT 

SMALLSHEAR 

49 

WELDOUT 

PITTSBURGH 

38 

WELDOUT 

LAPOUT 

45 

WELDOUT 

SCRAPBIN  o  < 

47 

WELDOUT 

TOOLROOM 

63 

WELDOUT 

ROLLER 

35 

WELDOUT 

EDGER 

42 

WELDOUT 

NIBBLER 

37 

WELDOUT 

FLANGEAREA 

83 

WELDOUT 

PLASMA-ARC 

88 

WELDOUT 

HYDROPRESS 

62 

WELDOUT 

SPOTWELDER 

26 

WELDOUT 

GASKET-CUTTING-TABLE 

46 

WELDOUT 

BARFOLDER 

31 

WELDOUT 

14FT. SHEAR 

90 

WELDOUT 

PED. GRINDER 

34 

WELDOUT 

STORAGEBIN 

37 

WELDOUT 

MARKOUT-STORAGE 

91 

WELDOUT 

MARKOUT 

90 

WELDOUT 

SHEETMETAL-STORAGE 

90 

WELDOUT 

SEAMWELDER 

92 

DRILLPRESS 

PANBRAKE 

27 

DRILLPRESS 

CORNICEBRAKE 

19 

DRILLPRESS 

LEAFBRAKE 

22 

DRILLPRESS 

WORKBENCH 

17 

DRILLPRESS 

SMALLSHEAR 

19 

DRILLPRESS 

PITTSBURGH 

10 

DRILLPRESS 

LAPOUT 

11 

DRILLPRESS 

SCRAPBIN 

28 

DRILLPRESS 

TOOLROOM 

33 

DRILLPRESS 

ROLLER 

9 

DRILLPRESS 

EDGER 

13 

DRILLPRESS 

NIBBLER 

4 

DRILLPRESS 

FLANGEAREA 

75 

DRILLPRESS 

PLASMA-ARC 

57 

DRILLPRESS 

HYDROPRESS 

38 

DRILLPRESS 

SPOTWELDER 

20 

DRILLPRESS 

GASKET-CUTTING-TABLE 

41 

DRILLPRESS 

BARFOLDER 

18 

DRILLPRESS 

14FT. SHEAR 

69 

DRILLPRESS 

FED. GRINDER 

13 

DRILLPRESS 

STORAGEBIN 

29 

DRILLPRESS 

MARKOUT-STORAGE 

70 

DRILLPRESS 

MARKOUT 

74 

DRILLPRESS 

SHEETMETAL-STORAGE 

90 

DRILLPRESS 

SEAMWELDER 

61 

PANBRAKE 

CORNICEBRAKE 

5 

PANBRAKE 

LEAFBRAKE 

25 

PANBRAKE 

WORKBENCH 

20 

PANBRAKE 

SMALLSHEAR 

27 

PANBRAKE 

PITTSBURGH 

18 

PANBRAKE 

LAPOUT 

20 

PANBRAKE 

SCRAPBIN 

36 

PANBRAKE 

TOOLROOM 

40 

PANBRAKE 

ROLLER 

19 

PANBRAKE 

EDGER 

17 

PANBRAKE 

NIBBLER 

13 

PANBRAKE 

FLANGEAREA 

62 

PANBRAKE 

PLASMA-ARC 

61 

PANBRAKE 

HYDROPRESS 

47 

PANBRAKE 

SPOTWELDER 

30 

PANBRAKE 

GASKET-CUTTING-TABLE 

24 

PANBRAKE 

BARFOLDER 

24 

PANBRAKE 

14FT. SHEAR 

72 

PANBRAKE 

PED. GRINDER 

22 

PANBRAKE 

STORAGEBIN 

15 

PANBRAKE 

MARKOUT-STORAGE 

74 

PANBRAKE 

MARKOUT 

78 

PANBRAKE 

SHEETMETAL-STORAGE 

90 

PANBRAKE 

SEAMWELDER 

65 

CORNICEBRAKE 

LEAFBRAKE 

47 

CORNICEBRAKE 

WORKBENCH 

16 

CORNICEBRAKE 

SMALLSHEAR 

22 

CORNICEBRAKE 

PITTSBURGH 

13 

CORNICEBRAKE 

LAPOUT 

17 

CORNICEBRAKE 

SCRAPBIN 

CORNICEBRAKE 

TOOLROOM 

2 

CORNICEBRAKE 

ROLLER 

15 

CORNICEBRAKE 

EDGER 

15 

CORNICEBRAKE 

NIBBLER 

9 

CORNICEBRAKE 

FLANGEAREA 

65 

CORNICEBRAKE 

PLASMA-ARC 

58 

CORNICEBRAKE 

HYDROPRESS 

41 

CORNICEBRAKE 

SPOTWELDER 

26 

CORNICEBRAKE- 

GASKET-CUTTING-TABLE 

27 

CORNICEBRAKE 

BARFOLDER 

21 

CORNICEBRAKE 

14FT. SHEAR 

69 

CORNICEBRAKE 

PED. GRINDER 

18 

CORNICEBRAKE 

STORAGEBIN 

17 

CORNICEBRAKE 

MARKOUT-STORAGE 

70 

CORNICEBRAKE 

MARKOUT 

75 

CORNICEBRAKE 

SHEETMETAL-STORAGE 

86 

CORNICEBRAKE 

SEAMWELDER 

62 

LEAFBRAKE 

WORKBENCH 

5 

LEAFBRAKE 

SMALLSHEAR 

21 

LEAFBRAKE 

PITTSBURGH 

18 

LEAFBRAKE 

LAPOUT 

19 

LEAFBRAKE 

SCRAPBIN 

34 

LEAFBRAKE 

TOOLROOM 

29 

LEAFBRAKE 

ROLLER 

20 

LEAFBRAKE 

EDGER 

18 

LEAFBRAKE 

NIBBLER 

17 

LEAFBRAKE 

FLANGEAREA 

73 

LEAFBRAKE 

PLASMA-ARC 

56 

LEAFBRAKE 

HYDROPRESS 

33 

LEAFBRAKE 

SPOTWELDER 

32 

LEAFBRAKE 

GASKET-CUTTING-TABLE 

43 

LEAFBRAKE 

BARFOLDER 

8 

LEAFBRAKE 

14FT. SHEAR 

67 

LEAFBRAKE 

PED. GRINDER 

21 

LEAFBRAKE 

STORAGEBIN 

21 

LEAFBRAKE 

MARKOUT-STORAGE 

68 

LEAFBRAKE 

MARKOUT 

74 

LEAFBRAKE 

SHEETMETAL-STORAGE  { 

76 

LEAFBRAKE 

SEAMWELDER 

61 

WORKBENCH 

SMALLSHEAR 

19 

WORKBENCH 

PITTSBURGH 

12 

WORKBENCH 

LAPOUT 

14 

WORKBENCH 
WORKBENCH 
WORKBENCH 
WORKBENCH 
WORKBENCH 
WORKBENCH 
WORKBENCH 
WORKBENCH 
WORKBENCH 
WORKBENCH 
WORKBENCH 
WORKBENCH 
WORKBENCH 
WORKBENCH 
WORKBENCH 
WORKBENCH 
WORKBENCH 
WORKBENCH 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
SMALLSHEAR 
PITTSBURGH 
PITTSRURGH 
PITTSBURGH 
PITTSBURGH 
PITTSBURGH 
PITTSBURGH 
PITTSBURGH 
PITTSBURGH 
PITTSBURGH 
PITTSBURGH 
PITTSBURGH 
PITTSBURGH 
PITTSBURGH 
PITTSBURGH 
PITTSBURGH 
PITTSBURGH 
PITTSBURGH 
PITTSBURGH 
PITTSBURGH 
LAP OUT 
LAPOUT 
LAP OUT 


SCRAPBIN  27 
TOOLROOM  30 
ROLLER  18 
EDGER  13 
NIBBLER  13 
FLANGEAREA  76 
PLASMA- ARC  53 
HYDROPRESS  35 
SPOTWELDER  23 
GASKET-CUTTING-TABLE  40 
BARFOLDER  10 
14FT. SHEAR  63 
PED. GRINDER  17 
STORAGEBIN  24 
MARKOUT-STORAGE  65 
MARKOUT  70 
SHEETMETAL-STORAGE  80 
SEAMWELDER  58 
PITTSBURGH  12 
LAPOUT  10 
SCRAPBIN  16 
TOOLROOM  19 
ROLLER  6 
EDGER  13 
NIBBLER  16 
FLANGEAREA  83 
PLASMA- ARC  31 
HYDROPRESS  24 
SPOTWELDER  14 
GASKET-CUTTING-TABLE  58 
BARFOLDER  14 
14FT. SHEAR  42 
PED. GRINDER  9 
STORAGEBIN  37 
MARKOUT-STORAGE  42 
MARKOUT  47 
SHEETMETAL-STORAGE  59 
SEAMWELDER  31 
LAPOUT  3 
SCRAPBIN  18 
TOOLROOM  25 
ROLLER  8 
EDGER  8 
NIBBLER  5 
FLANGEAREA  75 
PLASMA-ARC  53 
HYDROPRESS  16 
SPOTWELDER  14 
GASKET-CUTTING-TABLE  37 
BARFOLDER  12 
14FT. SHEAR  63 
PED. GRINDER  7 
STORAGEBIN  29 
MARKOUT-STORAGE  64 
MARKOUT  70 
SHEETMETAL-STORAGE  73 
SEAMWELDER  56 
SCRAFBIN  15 
TOOLROOM  22 
ROLLER  5 


LAP OUT 

EDGER 

8 

LAP OUT 

NIBBLER 

8 

LAPOUT 

FLANGEAREA 

78 

LAPOUT 

PLASMA-ARC 

46 

LAPOUT 

HYDROPRESS 

29 

LAPOUT 

SPOTWELDER 

12 

LAPOUT 

GASKET-CUTTING-TABLE 

42 

LAPOUT 

BARFOLDER 

11 

LAPOUT 

14FT. SHEAR 

57 

LAPOUT 

PED. GRINDER 

4 

LAPOUT 

STORAGEBIN 

25 

LAPOUT 

MARKOUT-STORAGE 

58 

LAPOUT 

MARKOUT 

62 

LAPOUT 

SHEETHETAL-STORAGE 

72 

LAPOUT 

SEAMWELDER 

50 

SCRAPBIN 

TOOLROOM 

32 

SCRAPBIN 

ROLLER 

12 

SCRAPBIN 

EDGER 

23 

SCRAPBIN 

NIBBLER 

63 

SCRAPBIN 

FLANGEAREA 

90 

SCRAPBIN 

PLASMA- ARC 

24 

SCRAPBIN 

HYDROPRESS 

21 

SCRAPBIN 

SPOTWELDER 

6 

SCRAPBIN 

GASKET-CUTTING-TABLE 

90 

SCRAPBIN 

BARFOLDER 

25 

SCRAPBIN 

14FT. SHEAR 

13 

SCRAPBIN 

PED. GRINDER 

15 

SCRAPBIN 

STORAGEBIN 

46 

SCRAPBIN 

MARKOUT-STORAGE 

18 

SCRAPBIN 

MARKOUT 

19 

SCRAPBIN 

SHEETMETAL-STORAGE 

10 

SCRAPBIN 

SEAMWELDER 

26 

TOOLROOM 

ROLLER 

28 

TOOLROOM 

EDGER 

25 

TOOLROOM 

NIBBLER 

27 

TOOLROOM 

FLANGEAREA 

90 

TOOLROOM 

PLASMA- ARC 

42 

TOOLROOM 

HYDROPRESS 

21 

TOOLROOM 

SPOTWELDER 

31 

TOOLROOM 

GASKET-CUTTING-TABLE 

57 

TOOLROOM 

BARFOLDER 

22 

TOOLROOM 

14FT. SHEAR 

51 

TOOLROOM 

PED. GRINDER 

25 

TOOLROOM 

STORAGEBIN 

48 

TOOLROOM 

MARKOUT-STORAGE 

50 

TOOLROOM 

MARKOUT 

54 

TOOLROOM 

SHEETMETAL-STORAGE 

62 

TOOLROOM 

SEAMWELDER 

43 

ROLLER 

EDGER 

12 

ROLLER 

NIBBLER 

11 

ROLLER 

FLANGEAREA 

81 

ROLLER 

PLASMA-ARC 

50 

ROLLER 

HYDROPRESS 

33 

ROLLER 

SPOTWELDER 

10 

ROLLER 

GASKET-CUTTING-TABLE 

46 

ROLLER 

BARFOLDER 

15 

ROLLER 

14FT. SHEAR 

60 

ROLLER 

PED. GRINDER 

5 

ROLLER 

STORAGEBIN 

35 

ROLLER 

MARKOUT-STORAGE 

63 

ROLLER 

MARKOUT 

66 

ROLLER 

SHEETMETAL-STORAGE 

75 

ROLLER 

SEAMWELDER 

53 

EDGER 

NIBBLER 

9 

EDGES  ■ 

FLANGEAREA 

75 

EDGER 

PLASMA-ARC 

48 

EDGER 

HYDROPRESS 

29 

EDGER 

SPOTWELDER 

19 

EDGER 

GASKET-CUTTING-TABLE 

37 

EDGER 

BARFOLDER 

9 

EDGER 

14FT. SHEAR 

59 

EDGER 

PED. GRINDER 

5 

EDGER 

STORAGEBIN 

26 

EDGER 

MARKOUT-STORAGE 

60 

EDGER 

MARKOUT 

66 

EDGER 

SHEETMETAL-STORAGE 

73 

EDGER 

SEAMWELDER 

52 

NIBBLER 

FLANGEAREA 

63 

NIBBLER 

PLASMA-ARC 

55 

NIBBLER 

HYDROPRESS 

33 

NIBBLER 

SPOTWELDER 

17 

NIBBLER 

GASKET-CUTTING-TABLE 

39 

NIBBLER 

BARFOLDER 

1  5 

NIBBLER 

14FT. SHEAR 

66 

NIBBLER 

PED. GRINDER 

10 

NIBBLER 

STORAGEBIN 

23 

NIBBLER 

MARKOUT-STORAGE 

68 

NIBBLER 

MARKOUT 

73 

NIBBLER 

SHEETMETAL-STORAGE 

83 

NIBBLER 

SEAMWELDER 

58 

FLANGEAREA 

PLASMA-ARC 

90 

FLANGEAREA 

HYDROPRESS 

85 

FLANGEAREA 

SPOTWELDER 

82 

FLANGEAREA 

GASKET-CUTTING-TAELE 

30 

FLANGEAREA 

BARFOLDER 

74 

FLANGEAREA 

14FT. SHEAR 

90 

FLANGEAREA 

PED. GRINDER 

73 

FLANGEAREA 

STORAGEBIN 

54 

FLANGEAREA 

MARKOUT-STORAGE 

90 

FLANGEAREA 

MARKOUT 

90 

FLANGEAREA 

SHEETMETAL-STORAGE 

90 

FLANGEAREA 

SEAMWELDER 

90 

PLASMA-ARC 

HYDROPRESS 

21 

PLASMA-ARC 

SPOTWELDER 

41 

PLASMA-ARC 

GASKET-CUTTING-TABLE 

82 

PLASMA-ARC 

BARFOLDER 

46 

PLASMA-ARC 

14FT. SHEAR 

18 

PLASMA-ARC 

PED. GRINDER 

50 

PLASMA-ARC 

STORAGEBIN 

32 

PLASMA-ARC 

MARKOUT-STORAGE 

10 

PLASMA-ARC 

MARKOUT 

14 

PLASMA-ARC 

SHEETMETAL-STORAGE 

35 

PLASMA-ARC 

SEAMWELDER 

11 

HYDROPRESS 

SPOTWELDER 

26 

HYDROPRESS 

GASKET-CUTTING-TABLE 

64 

HYDROPRESS 

BARFOLDER 

31 

HYDROPRESS 

14FT. SHEAR 

32 

HYDROPRESS 

PED. GRINDER 

33 

HYDRDPRESS 

STORAGEBIN 

53 

HYDROPRESS 

MARKOUT-STORAGE 

33 

HYDROPRESS 

MARKOUT 

8 

HYDROPRESS 

SHEETMETAL-STORAGE 

42 

HYDROPRESS 

SEAMWELDER 

24 

SPOTWELDER 

GASKET-CUTTING-TABLE 

54 

SPOTWELDER 

BARFOLDER 

22 

SPOTWELDER 

14FT. SHEAR 

52 

SPOTWELDER 

PED. GRINDER 

9 

SPOTWELDER 

STORAGEBIN 

38 

SPOTWELDER 

MARKOUT-STORAGE 

52 

SPOTWELDER 

MARKOUT 

58 

SPOTWELDER 

SHEETMETAL-STORAGE 

68 

SPOTWELDER 

SEAMWELDER 

45 

GASKET-CUTTING-TABLE 

BARFOLDER 

42 

GASKET-CUTTING-TABLE 

14FT. SHEAR 

90 

GASKET-CUTTING-TABLE 

PED. GRINDER 

46 

GASKET-CUTTING-TABLE 

STORAGEBIN 

15 

GASKET-CUTTING-TABLE 

MARKOUT-STORAGE 

90 

GASKET-CUTTING-TABLE 

MARKOUT 

90 

GASKET-CUTTING-TABLE 

SHEETMETAL-STORAGE 

90 

GASKET-CUTTING-TABLE 

SEAMWELDER 

86 

BARFOLDER 

14FT. SHEAR 

57 

BARFOLDER 

PED. GRINDER 

16 

BARFOLDER 

STORAGEBIN 

32 

BARFOLDER 

MARKOUT-STORAGE 

58 

BARFOLDER 

MARKOUT 

63 

BARFOLDER 

SHEETMETAL-STORAGE 

73 

BARFOLDER 

SEAMWELDER 

50 

14FT. SHEAR 

PED. GRINDER 

61 

14FT. SHEAR 

STORAGEBIN 

84 

14FT. SHEAR 

MARKOUT-STORAGE 

14 

14FT. SHEAR 

MARKOUT 

14 

14FT. SHEAR 

SHEETMETAL-STORAGE 

17 

14FT. SHEAR 

SEAMWELDER 

45 

PED. GRINDER 

STORAGEBIN 

32 

PED. GRINDER 

MARKOUT-STORAGE 

63 

PED. GRINDER 

MARKOUT 

66 

PED. GRINDER 

SHEETMETAL-STORAGE 

7 

PED. GRINDER 

SEAMWELDER 

54 

STORAGEBIN 

MARKOUT-STORAGE 

86 

STORAGEBIN 

MARKOUT 

90 

STORAGEBIN 

SHEETMETAL-STORAGE 

90 

STORAGEBIN 

SEAMWELDER 

78 

MARKOUT-STORAGE 

MARKOUT 

5 

MARKOUT-STORAGE 

SHEETMETAL-STORAGE 

20 

MARKOUT-STORAGE 

SEAMWELDER 

21 

MARKOUT 

SHEETMETAL-STORAGE 

20 

MARKOUT 

SEAMWELDER 

25 

SHEETMETAL-STORAGE 

SEAMWELDER 

30 

Type  D,  EM,  CT,  EW,  EX,  L,  LD,  LS,  M,  T,  W  <or  H  for  help>  ? 


MOST  directory  for  ( 
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1) 


File  Descrirtion 

Name  Ext 

ACOVER . M2 6  DEBURR  ACCESS  HOLE  AND  COVER 

ACOVER.M25  CUT  GASKET  FOR  ACCESS  COVER 

ACOVER. M2 4  DRILL  AND  TAP  SHEETMETAL  FOR  ACCESS  COVER 

ACOVER. M23  SPOTWELD  SHEETMETAL  FOR  ACCESS  COVER 

ACOVER. M22  SHEAR  ACCESS  HOLE  FOR  ACCESS  COVER 

ACOVER. M2 1  SHEAR  SHEETMETAL  FOR  ACCESS  COVER 

ACOVER. M2 0  MARK  OUT  ACCESS  COVER  AND  BACK  UP  PLATES 

ACOVER. MO 7  BEBURR  ACCESS  HOLE  AND  ACCESS  COVER 

ACOVER. M06  CUT  GASKET  FOR  ACCESS  COVER 

ACOVER. M05  DRILL  AND  TAP  SHEETMETAL  FOR  ACCESS  COVER 

ACOVER. MO 4  SPOTWELD  SHEETMETAL  FOR  ACCESS  COVER 

ACOVER. M03  SHEAR  ACCESS  HOLE  FOR  ACCESS  COVER 

ACOVER. M02  SHEAR  SHEETMETAL  FOR  ACCESS  COVER 

ACOVER. MOl  MARK  OUT  ACCESS  COVER  AND  BACK-UP  PLATES 

BARB  .E01  MARK  OUT  TRANSFORMER 

BDAMP  .  MO 5  ASSEMBLE  BALANCE  DAMPER 

BDAMP  . M04  DRILL  SHEETMETAL  FOR  BALANCE  DAMPER 

BDAMP  .  MO 3  BEND  SHEETMETAL  FOR  BALANCE  DAMPER 

BDAMP  .  MO 2  SHEAR  SHEETMETAL  FOR  BALANCE  DAMPER 

BDAMP  .  MOl  MARK  OUT  BALANCE  DAMFER 

BLKEND.M24  BEND  SHEETMETAL  UP  90  DEGREES  FOR  BLANK  END 

BLKEND .  M2 3  BEND  PARTIAL  BENDS  FOR  BLANK  END 

BLKEND .  M2 2  SHEAR  CORNERS  FOR  BLANK  END 

BLKEND. M2 1  SHEAR  SHEETMETAL  FOR  BLANK  END 

BLKEND. M2 0  MARK  OUT  BLANK  END 

BLKEND. MO 5  BEND  SHEETMETAL  UP  90  DEGREES  FOR  BLANK  END 

BLKEND. MO 4  BEND  PARTIAL  BENDS  FOR  BLANK  END 

BLKEND. M03  SHEAR  CORNERS  FOR  BLANK  END 

BLKEND.de  SHEAR  SHEETMETAL  FOR  BLANK  END 

BLKEND. MOl  MARK  OUT  BLANK  END 

FIT  .Wll  ASSEMBLY  AREA  (EXPANDED  4-12-83) 

F02RC  .M54  FORM  RADIUS  ON  COLLAR  CORNERS  FOR  F.O.  TO  R.C. 
F02RC  .M53  BEND  RADIUS  FOR  FLAT  OVAL  TO  RADIUS  CORNERS 

F02RC  . M52  CUT  RADIUS  ON  CORNERS  FOR  F.O.  TO  R.C. 

F02RC  .M51  SHEAR  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS 

F02RC  .M50  MARK  OUT  FLAT  OVAL  TO  RADIUS  CORNERS 

F02RC  .M3 9  RIVET  FLAT  OVAL  TO  RADIUS  CORNERS 

F02RC  .M37  TACK  WELD  FLAT  OVAL  TO  RADIUS  CORNERS 

F02RC  .M3  6  ASSEMBLE  FLAT  OVAL  TO  RADIUS  CORNERS 

F02RC  .M35  BEND  RADIUS  ON  FLAT  OVAL  TO  RADIUS  CORNERS 

F02RC  .M34  FORM  RADIUS  ON  COLLARS  FOR  F.O.  TO  R.C.  WELD 

F02RC  . M33  FORM  LAP  ENDS  FOR  FLAT  OVAL  TO  RADIUS  CORNERS 

F02RC  .M32  SHEAR  RADIUS  ON  FLAT  OVAL  TO  RADIUS  CORNERS 

F02RC  . M31  SHEAR  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS 

F02RC  . M30  MARK  OUT  FLAT  OVAL  TO  RADIUS  CORNERS 

F02RC  . MO 9  RIVET  FLAT  OVAL  TO  RADIUS  CORNERS 

F02RC  .MO 8  TACK  WELD  FLAT  OVAL  TO  RADIUS  CORNERS 

F02RC  . MO 7  ASSEMBLE  FLAT  OVAL  TO  RADIUS  CORNERS 

F02RC  .MO 6  BEND  SHEETMETAL  FOR  FLAT  OVAL  TO  RADIUS  CORNERS 

F02RC  .M05  ROLL  UP  FLAT  OVAL  AND  RADIUS  CORNERS 

F02RC  . M04  FORM  LAP  ENDS  FOR  FLAT  OVAL  TO  RADIUS  CORNERS 


Protect-  Createc 
ion 

<  3  3  >  2 7 -May- 8 

<  3  3  >  2 7 -May- 8 

<  33>  2 7 -May- 8 

<  33>  27-May-8 

<  33>  2 7 -May- 8 

<  33>  27-May-8 

<  33>  2 7 -May- 8 

<  33>  2 7 -May- 8 

<  3  3  >  2 7 -May- 8 

<  33>  2 7 -May- 8 

<  33>  2 7 -May- 8 

<  33>  2 7 -May- 8 

<  33>  26-May-8 

<  33>  26-May-8 

<  33>  26- Jul-8 

<  33>  23-Jun-8 

<  3  3  >  22- Jun-8 

<  3  3  >  22- Jun-8 

<  33>  22-Jun-8 

<  33>  22-Jun-8 

<  3  3  >  6- Jul-8 

<  33>  6- Jul-8 

<  33>  31 -May- 8 

<  33>  6- Jul-8 

<  3  3  >  31 -May- 8 

<  33>  6- Jul-8 

<  33>  31-May-8 

<  33>  6- Jul-8 

<  33>  6- Jul-8 

<  3  3  >  31-May-8 

<  33>  5-May-8 

<  33>  17-May-8 

<  33>  17-May-8 

<  33>  17 -May- 8 

<  33>  17 -May- 8 

<  33>  17 -May- 8 

<  33>  1- Jul-8 

<  3  3  >  1- Jul-8 

<  33>  1- Jul-8 

<  33>  1- Jul-8 

<3  3>  9-May-8 

<  33>  9-May-8 

<  33>  9-May-8 

<  33>  1- Jul-8 

<  3  3  >  1- Jul-8 

<  33>  1- Jul-8 

<  3  3  >  1- Jul-8 

<  33>  6-May-8 

<  33>  6-May-8 

<  33>  5-Mar-8 

<  3  3  >  1- Jul-8 


TRANSF.M01  MARK  OUT  TRANSFORMER 
VNELBO.M49  DEBURR  ACCESS  COVER  &  ACCESS  HOLE 
VNELBO.M48  CUT  RUBBER  GASKET  FOR  ACCESS  PLATE 
VNELBO.M47  TAP  BOLT  HOLES  PLATE 

VNELBO.M46  RIVET  VANE  TRACK  &  THROAT  &  HEEL  LAPS 
VNELBO.M45  ASSEMBLE  ELBOW  WITH  VANE  TRACK 
VNELBO.M44  TACK  WELD  VANE  TURNS  TO  VANE  TRACK 
VNELBO.M43  SPOT  WELD  BACK  UP  PLATES  TO  ACCESS  OPENING 
VNELBO.M42  FORM  RADIUS  ON  VANES  FOR  ELBOW  WITH  VANE  TRACK 
VNELBO.M41  BEND  THROAT,  HEEL  &  VANES  FOR  ELBOW 
VNELBO.M40  POSITION  SPACERS  IN  PITTSBURGH  LOACK 
VNELBO.M39  FORM  PITTSBURGH  LOCK  ON  VANE  TRACK  ELBOW 
VNELBO . M3 8  LAP  OUT  VANED  ELBOW 

VNELBO . M3 7  SHEAR  CHEEKS  &  ACCESS  WITH  UNI-SHEAR 
VNELBO. M3 6  SHEAR  CHEEKS,  THROAT,  HEEL,  AND  VANE  TRACK 
VNELBO. M35  SHEAR  11  GAUGE  SHEETMETAL  ACCESS  COVER  &  PLATE 
VNELBO. M34  MARK  OUT  ACCESS  COVER  AND  BACK  UP  PLATES 
VNELBO. M33  MARK  OUT  VANE  TRACK  &  VANES  FOR  ELBOW 
VNELBO. M32  LAYOUT  1/2  THROAT  &  HEEL  WITHOUT  TEMPLATES 
VNELBO. M3 1  MARK  OUT  1/2  THROAT,  HEEL  FOR  22X12  V.T.  ELBOW 
VNELBO. M30  MARK  OUT  CHEEKS  FOR  22'X12'  VANE  TRACK  ELBOW 
VNELBO. M20  ASSEMBLE  END  PIECE  TO  ELBOW  WITH  VANE  TRACK 
VNELBO. Ml 9  DRILL  &  TAP  —  MAKE  GASKET  FOR  ACCESS  PLATE 
VNELBO. Ml 8  TACK  WELD  VANE  TRACK  TO  ELBOW 

VNELBO. Ml 7  ASSEMBLE  CHEEKS,  THROAT  &  HEEL  FOR  VANE  TRACK  ELBOW 
VNELBO. MIS  SPOT  WELD  ACCESS  COVER  TO  BACK  UP  PLATE 
VNELBO. MIS  TACK  WELD  VANE  TRACK  ASSEMBLY  FOR  ELBOW 
VNELBO. Ml 3  BEND  THROAT,  HEEL  XI  END  PIECE  FOR  VANE  ELBOW 
VNELBO. M12  BEND  TURN  VANES  FOR  ELBOW  WITH  VANE  TRACK 
VNELBO. Mil  BEND  END  PIECE  &  FLATTEN  HEMMED  EDGE  ON  VANE  TURNS 
VNELBO. M10  FORM  PITTSBURGH  LOCK  ON  VANE  TRACK  ELBOW 
VNELBO. MO 9  LAP  OUT  VANE  ELBOW 
VNELBO. MO 8  BEND  HEMMED  EDGE  ON  VANE  ELBOW 
VNELBO. MO 7  SHEAR  VANE  ELBOW  CHEEKS  WITH  UNI-SHEAR 
VNELBO. MO 6  SHEAR  90  DEGREE  ELBOW  WITH  VANE  TRACK 
VNELBO. M05  SHEAR  SHEETMETAL  FOR  ACCESS  COVER 
VNELBO. MO 4  MARK  OUT  TURN  VANES  &  END  PIECE 
VNELBO. MO 3  MARK  ACCESS  COVER  &  BACK  UP  PLATE 
VNELBO. MO 2  MARK  OUT  THROAT  &  HEEL  FOR  VANE  TRACK  ELBOW 
VNELBO. MO 1  MARK  OUT  CHEEKS  FOR  VANE  TRACK  ELBOW 
WELD  .WOl  SHEETMETAL  SHOP  WELDING  BOOTH. 
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%THIS  DIRECTORY  HAS  AN  INTERNAL  STRUCTURAL  ERROR. 
%PLEASE  REPAIR  IT  WITH  FIXDIR! 

Operation  (DE,  PD,  CP,  H,  or  EX)  ? 


STRGHT.M42  CUT  LAP  CORNERS  ON  STRAIGHT  SECTION 

STRGHT.M41  SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION 

STRGHT.M40  MARK  OUT  STRAIGHT  SECTION 

STRGHT.M35  ASSEMBLE  STRAIGHT  SECTION 

STRGHT.M34  BEND  90DEGREE  BEND  IN  STRAIGHT  SECTION 

STRGHT.M33  FORM  PITTSBURGH  EDGE  ON  STRAIGHT  SECTION 

STRGHT.M32  CUT  CORNERS  FOR  STRAIGHT  SECTION 

STRGHT.M31  SHEAR  SHEETMETAL  FOR  12 'X8'  STRAIGHT  SECTION 

STRGHT.M30  MARK  OUT  STRAIGHT  SECTION 

STRGHT . Ml 6  ASSEMBLE  11'  STRAIGHT  SECTION 

STRGHT .Ml 5  BEND  11'  STRAIGHT  SECTION 

STRGHT. Ml 4  FORM  PITTSBURGH  ON  11'  STRAIGHT  SECTION 

STRGHT. Ml 3  LAPOUT  11'  STRAIGHT  SECTION 

STRGHT. M12  CUT  11'  STRAIGHT  SECTION  CORNERS 

STRGHT. Mil  SHEAR  11'  STRAIGHT  SECTION 

STRGHT. M10  MARK  OUT  11'  STRAIGHT  SECTION  (TOP  PIECE) 

STRGHT. M09  MARK  OUT  11'  STRAIGHT  (BOTTOM  &  SIDES) 

STRGHT. M08  ASSEMBLE  STRAIGHT  PIECE 

STRGHT. M07  BEND  STRAIGHT  PIECE 

STRGHT. MO 6  FORM  PITTSBURGH  ON  STRAIGHT  PIECE 

STRGHT. M05  FORM  LAP  OUT  FOR  STRAIGHT  PIECE 

STRGHT. M04  CUT  CORNERS  ON  STRAIGHT  PIECE 

STRGHT. M03  SHEAR  OUTLINES  OF  STRAIGHT  PIECE 

STRGHT. M02  MARK  OUT  STRAIGHT  SECTION 

STRGHT. MOl  MAKE  READY  SHEETMETAL  FOR  MARK  OUT  (STRAIGHT) 

TRANSF.M98  ASSEMBLE  TRANSFORMER 

TRANSF.M97  BEND  LAPAP  ENDS  FOR  TRANSFORMER 

TRANSF.M96  BEND  SHEETMETAL  FOR  TRANSFORMER 

TRANSF.M95  FORM  PITTSBURGH  LOCK  FOR  TRANSFORMER 

TRANSF.M94  FORM  LAP  END  FOR  TRANSFORMER 

TRANSF.M93  SHEAR  UNEVEN  END  OF  TRANSFORMER 

TRANSF.M92  SHEAR  SHEETMETAL  FOR  TRANSFORMER 

TRANSF.M91  MARK  OUT  SHEETMETAL  TOP  FOR  TRANSFORMER 

TRANSF.M90  MARK  OUT  SHEETMETAL  FOR  TRANSFORMER 

TRANSF.M74  WELD  TRANSFORMER 

TRANSF.M68  DEBURR  ACCESS  HOLE  AND  COVER  FOR  TRANSFORMER 
TRANSF.M67  TAP  SHEETMETAL  BACK-UP  PLATES  FOR  TRANSFORMER 
TRANSF.M66  CUT  ACCESS  PLATE  GASKET  FOR  TRANSFORMER 
TRANSF.M65  SPOT  WELD  BACK-UP  PLATES  TO  TRANSFORMER 
TRANSF.M64  BEND  SHEETMETAL  FOR  TRANSFORMER 
TRANSF.M63  CUT  SHEETMETAL  FOR  TRANSFORMER 
TRANSF.M62  SHEAR  SHEETMETAL  FOR  TRANSFORMER 
TRANSF.M61  MARK  OUT  ACCESS  COVER  FOR  TRANSFORMER 
TRANSF.M60  MARK  OUT  TRANSFORMER  TOP  AND  BOTTOM 

TRANSF.M54  WELD  TRANSFORMER 

TRANSF.M27  ASSEMBLE  TRANSFORMER  (GREATER  THAN  100'  SIZE) 
TRANSF . M2 6  FORM  TRANSFORMER  AT  CORNICE  BRAKE 
TRANSF.M25  FORM  PITTSBURGH  LOCK  &  EDGE  ON  TRANSFORMER 
TRANSF. M2 4  FORM  LAP  OUT  ON  TRANSFORMER 
TRANSF. M2 3  CUT  CORNERS  ON  TRANSFORMER 
TRANSF. M22  SHEAR  TRANSFORMER  AT  8  FT.  SHEAR 
TRANSF. M21  MARK  OUT  TOP  SECTION  OF  TRANSFORMER 
TRANSF. M20  MARK  OUT  BOTTOM  SECTION  OF  TRANSFORMER 
TRANSF. MO 8  ASSEMBLE  TRANSFORMER 
TRANSF. MO 7  BEND  TRANSFORMER 

TRANSF. M06  FORM  PITTSBURGH  LOCK  ON  TRANSFORMER 

TRANSF. MO 5  FORM  TRANSFORMER  LAP 

TRANSF. M04  SHEAR  TRANSFORMER  ENDS 

TRANSF. MO 3  SHEAR  TRANSFORMER  OUT  LINES 

TRANSF. MO 2  MARK  OUT  TRANSFORMER  (TOP) 


/ 

33> 

7- Jul-83 

< 

33> 

7  -  A  p  r  -  8  3 

/ 

\ 

33> 

7-Apr-83 

\ 

33> 

7- Jul-83 

\ 

33  > 

25-Apr-83 

33> 

25-Apr-83 

\ 

33> 

25-Apr-83 

< 

33> 

7- Jul-8  3 

< 

33> 

28-Mar-83 

< 

33> 

6-Jul-83 

\ 

33> 

10-Mar-83 

33> 

10-Mar-83 

33> 

10-Mar-83 

N. 

33> 

10-Mar-83 

"> 

33> 

10-Mar-83 

33  > 

10-Mar-83 

s 

33> 

10-Mar-83 

33  > 

7- Jul-83 

< 

33> 

4-Mar-83 

33> 

4-Mar-8 

33> 

4-Mar-8 

*. 

33> 

7- Jul-8 

\ 

33> 

7- Jul-8 

**% 

33> 

4-Mar-8 

33> 

3-Mar-8 

< 

33> 

6- Jul-8 

33> 

22- Jun-8 

< 

33> 

22- Jun-8 

< 

33> 

22- Jun-8 

33> 

2  2  -  J  u  n  -  8 

*% 

33> 

21- Jun-8 

< 

33  > 

21- Jun-8 

< 

33> 

21- Jun-8 

33> 

1- Jul-8 

*N 

33> 

1 9- Jul-8 

\ 

33> 

12 -Apr- 8 

\ 

33> 

12 -Apr- 8 

< 

33> 

12 -Apr- 8 

< 

33> 

11 -Apr- 8 

/ 

s 

33> 

12 -Apr- 8 

< 

33> 

12 -Apr- 8 

s. 

33> 

12 -Apr- 8 

\ 

33> 

11 -Apr- 8 

K 

33> 

11 -Apr- 8 

*•» 

33> 

21- Jul-8 

■> 

33> 

21-Mar-8 

*V. 

33> 

18-Mar-6 

< 

33> 

18-Mar-8 

33> 

18-Mar-8 

K 

33> 

18-Mar-8 

< 

33> 

21-Mar-8 

33> 

21-Mar-8 

33> 

21-Mar-8 

'N, 

33> 

9-Mar-8 

33> 

9-Mar-8 

< 

33> 

9-Mar-8 

33> 

9-Mar-8 

33> 

8-Mar-8 

33> 

8-Mar-8 

33> 

8-Mar-E 

OGEE  .M2  6  FORM  PITTSBURGH  LOCK  FOR  OGEE 
OGEE  .M2 5  FORM  90  DEGREE  EDGE  ON  CHEEKS  FOR  OGEE 

OGEE  .M2 4  FORM  LAP  ENDS  FOR  OGEE 

OGEE  .M2 3  SHEAR  RADIUS  ON  CHEEKS  FOR  OGEE 

OGEE  .M2 2  SHEAR  SHEETMETAL  FOR  OGEE 

OGEE  . M21  MARK  OUT  WRAPPERS  FOR  OGEE 
OGEE  . M20  MARK  OUT  CHEEKS  FOR  OGEE 
OGEE  .MO 7  CLEAN  OGEE  BEFORE  WELDING 

OGEE  .MO 6  FORM  OGEE 

OGEE  .MO  5  FORM  LAP  OUT  FOR  OGEE 
OGEE  . M04  SHEAR  RADIUS  FOR  OGEE 
OGEE  .MO 3  SHEAR  SHEETMETAL  FOR  OGEE 

OGEE  .MO 2  MARK  OUT  WRAPPERS  FOR  OGEE 

OGEE  . MOl  MARK  OUT  CHEEKS  FOR  OGEE  OFFSET 
OS2RND.M10  WELD  OFFSET  SQUARE  TO  ROUND 
0S2RND.M09  RIVET  OFFSET  SQUARE  TO  ROUND 
OS2RND.M08  TACK  WLD  COLLAR  TO  OFFSET  SQUARE  TO  ROUND 
OS2RND . MO 7  ASSEMBLE  OFFSET  SQUARE  TO  ROUND 
0S2RND.M06  BEND  LAP  ENDS  FOR  OFFSET  SQUARE  TO  ROUND 
0S2RND.M05  FORM  COLLAR  FOR  OFFSET  SQUARE  TO  ROUND 
0S2RND.M04  BEND  RADIUS  FOR  OFFSET  SQUARE  TO  ROUND 
OS2RND . MO 3  SHEAR  RADIUS  FOR  OFFSET  SQUARE  TO  ROUND 
0S2RND.M02  SHEAR  OFFSET  SQUARE  TO  ROUND 
OS2RND.M01  MARK  OUT  OFFSET  SQUARE  TO  ROUND 
OSQ2RN.M29  WELD  OFFSET  SQUARE  TO  ROUND 
PSWELD.W02  STUD  GUN  WELDING 
PSWELD . WO 1  STUD  GUN  WELD 

RCT2RC.M39  WELD  RECTANGULAR  TO  RADIUS  CORNERS 
RCT2RC.M10  WELD  RECTANGULAR  TO  RADIUS  CORNERS 
R02RO  .M2 5  WELD  ROUND  TO  ROUND 
R02R0  .MO 7  WELD  ROUND  TO  ROUND 
R02RO  . MO 6  TACK  WELD  ROUND  TO  ROUND 

R02R0  .MO 5  FORM  ROUND  TO  ROUND  WITH  ROLLER  (ROLL  FORMER) 
R02RO  . M04  SHEAR  ROUND  TO  ROUND  WITH  UNI-SHEAR 
R02R0  .MO 3  SHEAR  ROUND  TO  ROUND  (8  FT.  SHEAR) 

R02RO  . MO 2  MARK  OUT  ROUND  TO  ROUND 

R02RO  .MOl  MAKE  READY  SHEETMETAL  FOR  MARK  OUT  (R02RO) 
SQ2FO  .MO 8  WELD  SQUARE  TO  FLAT  OVAL 
SQ2RND.M38  RIVET  SQUARE  TO  ROUND 
SQ2RND.M36  TACK  WELD  SQUARE  TO  ROUND 
SQ2RND.M35  ASSEMBLE  SQUARE  TO  ROUND 
SQ2RND.M34  BEND  RADIUS  FOR  SQUARE  TO  ROUND 
SQ2RND.M33  FORM  COLLAR  FOR  SQUARE  TO  ROUND 
SQ2RND.M32  SHEAR  RADIUS  FOR  SQUARE  TO  ROUND 
SQ2RND.M31  SHEAR  22  GAUGE  SHEETMETAL  FOR  SQUARE  TO  ROUND 
SQ2RND.M30  MARK  OUT  SQUARE  TO  ROUND 
SQ2RND . MO  9  RIVET  SQUARE  TO  ROUND  (#3) 

SQ2RND.M08  TACK  WELD  COLLAR  TO  SQUARE  TO  ROUND  (#3) 
SQ2RND.M07  ASSEMBLE  SQUARE  TO  ROUND  (#3) 

SQ2RND.M06  FORM  SQUARE  TO  ROUND  DIAMETER 
SQ2RND.M05  FORM  SQUARE  TO  ROUND  (#3)  RADIUS 
SQ2RND.M04  SHEAR  SQUARE  TO  ROUND  RADIUS  LINES  &  CORNERS 
SQ2RND.M03  SHEAR  OUTLINE  OF  SQUARE  TO  ROUND  (#3) 
SQ2RND.M02  MARK  OUT  SQUARE  TO  ROUND  (#3) 

SQ2RND.M01  MAKE  READY  SHEETMETAL  FOR  MARK  OUT  (SQ2RND) 
STRGHT.M74  WELD  STRAIGHT  SECTION 

STRGHT.M46  ASSEMBLE  TOP  TO  BOTTOM  OF  STRAIGHT  SECTION 
STRGHT.M45  BEND  UP  90  DEGREE  SIDES  ON  STRAIGHT  SECTION 
STRGHT.M44  FORM  PITTSBURGH  LOCKS  ON  STRAIGHT  SECTION 
STRGHT.M43  FORM  LAP  END  OFFSET  ON  STRAIGHT  SECTION 
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FLOVAL . MO 9  RIVET  FLAT  OVAL  ASSEMBLY 
FLOVAL.M07  TACK  COLLAR  TO  FLAT  OVAL 
FLOVAL. MO  6  ASSEMBLE  FLAT  OVAL 
FLOVAL. M05  BEND  RADIUS  FOR  FLAT  OVAL  . 

FLOVAL. M04  FORM  COLLAR  FOR  FLAT  OVAL 
FLOVAL. MO 3  SHEAR  RADIUS  FOR  FLAT  OVAL 
L0VAL.M02  SHEAR  SHEETMETAL  FOR  FLAT  OVAL 
FLOVAL. MOl  MARK  OUT  FLAT  OVAL 
F02RC  . M38  WELD  FLAT  OVAL  TO  RADIUS  CORNERS 
F02RC  . MIO  WELD  FLAT  OVAL  TO  RADIUS  CORNERS 
GELBOW.M25  WELD  5  GORED  ELBOW 
GELBOW .  MO  6  WELD  5  GORED  ELBOW 
GELBOW . MO 5  ASSEMBLE  5  GORED  ELBOW 
GELBOW. M04  FORM  12 'DIAMETER  ON  ELBOW  GORES 
GELBOW. MO 3  SHEAR  RADIUS  FOR  5  GORED  ELBOW 
GELBOW. MO 2  SHEAR  SHEETMETAL  FOR  5  GORED  ELBOW 
GELBOW., MOl  MARK  OUT  5  GORED  ELBOW 
MARKOT.W02  MARK  OUT  AREA(10'X4')  2ND  PHASE 
MARKOT  .  WO  1  MARK  OUT  AREA  (10  '  X4  '  ) 

MARKOT.MOl  TRANSPORT  FOR  MARK  OUT 

MARKOT. MOO  SET  UP  SHEETMETAL  (1  SHEET)  FOR  MARK  OUT 
MSRING.W03  MACHINE  SHOP  MANHOLE-RING 
MSRING.W01  MSRING  (2) 

OFFSET. M61  MARK  OUT  WRAPPERS  FOR  OFFSET 

OFFSET. M60  MARK  OUT  CHEEKS  FOR  OFFSET 

OFFSET. M4 9  ASSEMBLE  CHEEKS  AND  WRAPPERS  FOR  OFFSET 

OFFSET. M4 8  FORM  RADIUS  ON  WRAPPERS  FOR  OFFSET 

OFFSET. M47  POSITION  SPACERS  FOR  OFFSET 

OFFSET. M46  FORM  PITTSBURGH  LOCK  FOR  OFFSET 

OFFSET. M45  FORM  90  DEGREE  EDGE  ON  CHEEKS  FOR  OFFSET 

OFFSET. M4 4  FORM  LAP  ENDS  FOR  OFFSET 

OFFSET. M4 3  SHEAR  RADIUS  ON  CHEEKS  FOR  OFFSET 

OFFSET. M42  SHEAR  SHEETMETAL  FOR  OFFSET 

OFFSET. M41  MARK  OUT  WRAPPERS  FOR  OFFSET 

OFFSET. M40  MARK  OUT  CHEEKS  FOR  OFFSET 

OFFSET. M32  RIVET  ASSEMBLY 

OFFSET. M31  ASSEMBLE  OFFSET 

OFFSET. M30  FORM  RADIUS  ON  WRAPPERS  FOR  OFFSET 

OFFSET. M2 9  POSITION  SPACERS  IN  PITTSBURGH  LOCKS  FOR  OFFSET 

OFFSET. M28  BEND  90DEGREE  BENDS  IN  STRAIGHT  FOR  OFFSET 

OFFSET. M27  FORM  PITTSBURGH  LOCKS  FOR  OFFSET 

OFFSET. M2 6  FORM  90  DEGREE  EDGE  ON  CHEEK  RADIUS  FOR  OFFSET 

OFFSET. M2 5  FORM  LAPOUT  ON  OFFSET 

OFFSET. M2 4  SHEAR  RADIUS  ON  CHEEKS  FOR  OFFSET 

OFFSET. M2 3  SHEAR  SHEETMETAL  FOR  OFFSET 

OFFSET. M22  MARK  OUT  STRAIGHT  SECTION  FOR  OFFSET 

OFFSET. M2 1  MARK  OUT  WRAPPERS  FOR  OFFSET 

OFFSET. M2 0  MARK  OUT  CHEEKS  FOR  OFFSET 

OFFSET. M09  ASSEMBLE  OFFSET 

OFFSET. M08  FORM  RADIUS  ON  WRAPPERS  FOR  OFFSET 

OFFSET. M07  POSITION  SPACERS  IN  PITTSBURGH  LOCKS  FOR  OFFSET 

OFFSET. MO 6  FORM  PITTSBURGH  LOCKS  ON  WRAPPER  FOR  OFFSET 

OFFSET. M05  FORM  90  DEGREE  EDGE  ON  CHEEKS  FOR  OFFSET 

OFFSET. MO 4  SHEAR  RADIUS  &  CORNERS  FOR  OFFSET 

OFFSET. M03  SHEAR  SHEETMETAL  FOR  OFFSET 

OFFSET. M02  MARK  OUT  WRAPPERS  FOR  OFFSET 

OFFSET. MOl  MARK  OUT  CHEEKS  FOR  OFFSET 

GEE  .M2 9  ASSEMBLE  CHEEKS  &  WRAPPERS  FOR  OGEE 

OGEE  .M2 8  FORM  RADIUS  ON  WRAPPERS  FOR  OGEE 

OGEE  .M2 7  POSITION  SPACERS  IN  PITTSBURGH  LOCKS  FOR  OGEE 
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File  Description 

Name  Ext 

AL  .WO 4  TEAR  DOWN  ALUMINUM  WELDING 

AL  . wo2  ALUMINUM  WELDING 

AL  .W01  ALUMINUM  WELDING 

BMOUTH . M3  9  WELD  BELLMOUTH 

BMOUTH . Ml 0  WELD  BELLMOUTH 

ELBOW  . M4 9  ASSEMBLE  CHEEKS  THROAT,  AND  HEEL  FOR  ELBOW 

ELBOW  . M48  FORM  RADIUS  ON  THROAT  AND  HEEL  FOR  ELBOW 

ELBOW  . M47  POSITION  SPACERS  IN  PITTSBURGH  LOCKS  FOR  ELBOW 

ELBOW  . M4 6  FORM  PITTSBURGH  LOCK  ON  THROAT  &  HEEL  FOR  ELBOW 

ELBOW  . M45  FORM  90DEGREE  EDGE  ON  CHEEKS  FOR  ELBOW 

ELBOW  . M44  FORM  LAP  ENDS  ON  SHEETMETAL  FOR  ELBOW 

ELBOW  . M43  SHEAR  RADIUS  ON  CHEEKS  FOR  ELBOW 

ELBOW  . M42  SHEAR  SHEETMETAL  FOR  ELBOW 

ELBOW  . M41  MARK  OUT  HEEL  AND  THROAT  FOR  ELBOW 

ELBOW  . M40  MARK  OUT  CHEEKS  FOR  ELBOW 

ELBOW  . M2 5  FORM  RADIUS  ON  THROAT  &  HEEL  FOR  ELBOW 

ELBOW  .M2 4  SHEAR  RADIUS  ON  CHEEKS  FOR  ELBOW 

ELBOW  . M2 3  SHEAR  SHEETMETAL  FOR  REC .  ELBOW  WITH  VANE  TURNS 

ELBOW  .M2 2  MARK  OUT  TURN  VANES  FOR  RECTANGULAR  ELBOW 

ELBOW  . M21  MARK  OUT  THROAT  AND  HEEL  FOR  ELBOW 

ELBOW  . M20  MARK  OUT  CHEEKS  FOR  ELBOW  WITH  VANE  TURNS 

ELBOW  . MO 9  ASSEMBLE  ELBOW 

ELBOW  . M08  FORM  EDGE  ON  ELBOW  CHEEKS 

ELBOW  . MO 7  FORM  ELBOW  RADIUS  THROAT  &  HEEL 

ELBOW  . MO 6  FORM  PITTSBURGH  LOCK  ON  ELBOW 

ELBOW  .MO 5  FORM  ELBOW  LAP 

ELBOW  .MO 4  SHEAR  ELBOW  RADIUS  LINES 

ELBOW  . M03  SHEAR  OUTLINES  OF  ELBOW 

ELBOW  .MO 2  MARK  OUT  ELBOW  THROAT  &  HEEL 

ELBOW  .  M01  MARK  OUT  ELBOW  (#  7)  CHEEKS 

FIT  .Wll  ASSEMBLY  AREA  (  EXPANDED  4-12-83) 

FIT  .W10  ASSEMBLY  AREA  (EXPANDED  4-12-83) 

FIT  . W09  SKETCH  -ASSEMBLY  (EXPANDED  4/6/83) 

FIT  ,UOS  ASSEMBLY  AREA  (  WITH  4TH  EXPANSION) 

FIT  . W07  ASSEMBLY  AREA  (WITH  3RD  EXPANSION) 

FIT  .WO 6  ASSEMBLY  AREA  (EXPANDED  EXPANDED) 

FIT  .WO 5  ASSEMBLY  AREA  (EXPANDED) 

FIT  . W04  SKETCH  ASSEMBLY  AREA  WITH  SHEETMETAL-STORAGE 

FIT  . W03  SKETCH  ASSEMBLY  AREA  3 

FIT  . W02  SKETCH  ASSEMBLY  AREA  2 

FIT  .W01  SKETCH  ASSEMBLY  AREA 

FLOVAL.M39  RIVET  FLAT  OVAL  ASSEMBLY 

FLOVAL  .  M3  8  WELD  FLAT  OVAL 

FLOVAL . M3 7  TACK  WELD  COLLAR  TO  FLAT  OVAL 

FLOVAL. M3 6  ASSEMBLE  FLAT  OVAL 

FLOVAL. M35  BEND  RADIUS  FOR  FLAT  OVAL 

FORM  RADIUS  ON  COLLAR  FOR  FLAT  OVAL 
'  r"''"LGMAL.M33  FORM  LAP  ENDS  FOR  FLAT  OVAL 
SHEAR  RADIUS  FOR  FLAT  OVAL 
FLOVAL. M3 1  SHEAR  SHEETMETAL  FOR  FLAT  OVAL 
FLOVAL. M3 0  MARK  OUT  SHEETMETAL  FOR  FLAT  OVAL 


Protect¬ 

ion 

<  33> 

<  33> 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 
<33 

<  3  3  > 

<  33> 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  33> 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  33> 

<  3  3  > 

<  3  3  > 

<  3  3  > 

<  3  3  > 


Created 

8-  Jan-8 
7- Jan-8 
7- Jan-8 

18- Jul-8 
18- Jul-8 
14 -Apr- 8 
14 -Apr- 8 
14-APr-8 
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14-APr-8 
14-APr-8 
14-APr-8 
14 -Apr- 8 

14 - Apr- 8 

11- APr-8 

12 - Apr- 8 
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ll-Apr-8 

11- Apr-8 
10-Mar-8 
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12- Apr-8 
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6- Apr-8 
23-Mar-8 
22-Mar-8 
21-Mar-8 

15- Mar-8 
17-Feb-8 

7- Feb-8 
4-Feb-8 

28- Jan-8 
25-Apr-8 

21-  Jul-8 
25-APr-8 

22- Apr-8 
22-Apr-8 

14-Apr-8 
14-Apr-6 
14-Apr-8 
14 -Apr . 

14 -Apr- 8 


STRGHT.M42  CUT  STAINLESS  SHEETMETAL  FOR  STRAIGHT  SECTION 

STRGHT.M41  SHEAR  STAINLESS  SHEETMETAL  FOR  STRAIGHT  SECTION 

STRGHT.M40  MARK  OUT  STAINLESS  STEEL  STRAIGHT  SECTION 

STRGHT.M25  SEAM  WELD  STRAIGHT  SECTION 

STRGHT.M24  BEND  STRAIGHT  SECTION 

STRGHT.M23  FORM  LAP  ENDS  ON  STRAIGHT  SECTION 

STRGHT . M2 2  CUT  CORNERS  FOR  STRAIGHT  SECTION 

STRGHT.M21  SHEAR  STRAIGHT  SECTION 

STRGHT. M2 0  MARK  OUT  STRAIGHT  SECTION 

STRGHT. MO 7  ASSEMBLE  STRAIGHT  SECTION 

STRGHT. M06  BEND  SHEETMETAL  FOR  STRAIGHT  SECTION 

STRGHT. M05  FORM  PITTSBURGH  FOR  STRAIGHT  SECTION 

STRGHT. M04  FORM  LAP  END  FOR  STRAIGHT  SECTION 

STRGHT. MO 3  CUT  CORNERS  ON  SHEETMETAL  FOR  STRAIGHT  SECTION 

STRGHT. M02  SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION 

STRGHT. MO 1  MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION 

TRANSF.M28  ASSEMBLE  TRANSFORMER 

TRANSF.M27  BEND  SHEETMETAL  LAP  ENDS  FOR  TRANSFORMER 
TRANSF . M2  6  BEND  SHEETMETAL  FOR  TRANSFR 
TRANSF.M25  FORM  PITTSBURGH  LOCK  FOR  TRANSFORMER 
TRANSF. M2 4  FORM  LAP  END  ON  TRANSFORMER 
TRANSF. M2 3  SHEAR  UNEVEN  END  OF  TRANSFORMER 
TRANSF. M22  SHEAR  SHEETMETAL  FOR  TRANSFORMER 
TRANSF. M2 1  MARK  OUT  TOP  FOR  TRANSFORMER 
TRANSF. M2 0  MARK  OUT  SHEETMETAL  FOR  TRANSFORMER 
TRANSF. MO  6  WELD  TRANSFORMER 

TRANSF. MO 5  BEND  SHEETMETAL  FOR  TRANSFORMER 
TRANSF. MO 4  CUT  SHEETMETAL  FOR  TRANSFORMER 
TRANSF. MO 3  SHEAR  SHEETMETAL  FOR  TRANSFORMER 
TRANSF. M02  MARK  OUT  SHEETMETAL  TOP  FOR  TRANSFORMER 
TRANSF. MO 1  MARK  OUT  SHEETMETAL  FOR  TRANSFORMER 
NELBO.M30  WELD  ELBOW  WITH  VANE  TRACK 
NELBO,  M17  WELD  ELBQW  WITH  VANE  TRACK 

WELD  .W01  SHEETMETAL  SHOP  WELDING  BOOTH 


< 

33> 

27- Jul-8 

< 

33> 

27- Jul-8 

33> 

27- Jul-8 

*\ 

33> 

27- Jul-8 

< 

33> 

22- Jul-8 

33?^ 

22- Jul-8 

y 

% 

33> 

22- Jul-8 

< 

33> 

22- Jul-8 

< 

33> 

22- jul-8 

< 

33> 

30- Jun-8 

< 

33> 

30- Jun-8 

s 

33> 

30- Jun-8 

< 

33> 

30- Jun-8 

33> 

30- Jun-8 

33> 

30- Jun-8 

< 

33  > 

25- jul-8 

33  > 

29-Jun-8 

33> 

29-Jun-8 

% 

33> 

29-Jun-8 

'*s 

33> 

29-Jun-8 

y 

33> 

29-Jun-8 

33> 

29-Jun-8 

./ 

*N 

33  > 

29-Jun-8 

/ 

\ 

33> 

29-Jun-8 

y 

•» 

33> 

29-Jun-8 

< 

33> 

19-JU1-8 

< 

33> 

23- Jun-8 

< 

33  > 

23- Jun-8 

/ 

\ 

33> 

23- Jun-8 

33> 

23- Jun-8 

33> 

23- Jun-8 

\ 

,33> 

22- j  ul-  8 

/ 

33> 

22- Jul-8 

.X 

'v 

33> 

19- J  ul-  8 

Operation  (DE,  PD,  CP,  PM,  AA,  DA,  AP,  H,  or  EX)  ? 
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MOST  directory  for  (  39,  10  1) 


:•  File  Description 

'Name  Fxt. 

BMOUTH.M40  ASSEMBLE  BELLMOUTH 
BMOUTH . M3 8  TACK  WELD  SHEETMETAL  BELLMOUTH 
BMOUTH . M3 7  SPOT  WELD  SCREEN  ASSEMBLY  FOR  BELLMOUTH 
BMOUTH. M3 6  BEND  SHEETMETAL  FOR  BELLMOUTH 
BMOUTH. M35  FORM  RADIUS  FOR  BELLMOUTH 
BMOUTH. M34  SHEAR  SHEETMETAL  RADIUS  FOR  BELLMOUTH 
BMOUTH. M3 3  SHEAR  SHEETMETAL  FOR  BELLMOUTH 
BMOUTH. M32  MARK  OUT  SCREEN, FRAME  FOR  BELLMOUTH 
BMOUTH. M3 1  MARK  OUT  2X2  WIRE  MESH  FOR  BELLMOUTH 
BMOUTH,  M30  MARK  OUT  SHEETMETAL  FOR  BELLMOUTH 
BMOUTH. Mil  ASSEMBLE  BELLMOUTH 
BMOUTH. M09  TACK  WELD  SHEETMETAL  BELLMOUTH 
BMOUTH. MO 8  SPOT  WELD  SCREEN  ASSEMBLY  FOR  BELLMOUTH 
BMOUTH. MO 7  BEND  SHEETMETAL  FOR  BELLMOUTH 
BMOUTH. MO 6  FORM  RADIUS  FOR  BELLMOUTH 
BMOUTH. MO 5  SHEAR  SHEETMETAL  RADIUS  FOR  BELLMOUTH 
BMOUTH. MO 4  SHEAR  SHEETMETAL  FOR  BELLMOUTH 
BMOUTH. MO 3  MARK  OUT  SCREEN  FRAME  FOR  BELLMOH 
BMOUTH. MO 2  MARK  OUT  2X2  WIRE  MESH  FOR  BELLMOUTH 
BMOUTH. MO 1  MARK  OUT  SHEETMETAL  FOR  BELLMOUTH 
BRACKT.M23  RIVET  BRACKET  TO  VENT  DUCT 
BRACKT . M2 2  BEND  SHEETMETAL  FOR  BRACKET 
BRACKT.M21  SHEAR  SHEETMETAL  FOR  VENT  DUCT 
BRACKT. M2 0  MARK  OUT  SHEETMETAL  FOR  BRACKET 
BRACKT. MO 4  RIVET  BRACKET  TO  VENT  DUCT 
BRACKT. MO 3  BEND  SHEETMETAL  UP  90  DEGREES 
BRACKT. M02  SHEAR  SHEETMETAL  FOR  BRACKET 
BRACKT. MO 1  MARK  OUT  SHEETMETAL  FOR  BRACKET 
ELBOW  .M2 6  WELD  RECTANGULAR  ELBOW 

FIT  . W14  FIT  AREA  WITH  SECOND  SEAM  WELDER  EXPANSION 

FIT  . W13  FIT  AREA  WITH  SEAM  WELDER  EXPANSION 

FIT  . W12  ASSEMBLY  AREA  (LAST  EXPANSION  BEFORE  S.W.) 
FIT  .  wll  assembly  arEa  (expandEd  4  -12  -8  3) 

FLANGE. M10  RIVET  FLANGE  TO  VENT  DUCT  (TEMPORARILY) 

FLANGE. M01  RIVET  FLANGE  TO  VENT  DUC  (TEMPORARILY) 

F02RC.M55  WELD  FLAT  OVAL  TO  RADIUS  CORNERS 

F02SQC.M55  WELD  SQUARE  TO  FLAT  OVAL 

OFFSET. M95  WELD  RECTANGULAR  OFFSET 

OFFSET. MO 6  WELD  OFFSET 

OGEE  .  M08  WELD  OGEE  OFFSET 

OSQ2RN.M72  WELD  OFFSET  SQUARE  TO  ROUND 

RCT2RC.M55  WELD  RECTANGULAR  TO  RADIUS  CORNERS 

R02RO.M44  WELD  ROUND  TO  ROUND 

SQ2RND.M55  WELD  SQUARE  TO  ROUND 

SQ2RND.M37  WELD  SQUARE  TO  ROUND 

SQ2RND . MO  9  WELD  SQUARE  TO  ROUND 

STRGHT.M94  WELD  STRAIGHT  SECTION 

STRGHT.M84  WELD  STRAIGHT  SECTION 

STRGHT.M45  WELD  STAINLESS  STEEL  STRAIGHT  SECTION 
STRGHT.M44  BEND  STAINLESS  STEEL  FOR  STRAIGHT  SECTION 
STRGHT.M43  FORM  LAPENDS  FOR  STRAIGHT  SECTION 
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TRANSF.M82 
TRANSF.M81 
TRANSF.M80 
TRANSF.M73 
TRANSF.M72 
TRANSF.M71 
TRANSF.M70 
TRANSF.M53 
TRANSF.M52 
TRANSF.M51 
TRANSF.M50 
TRANSF.M47 
TRANSF.M46 
TRANSF.M45 
TRANSF.M44 
TRANSF.M43 
TRANSF.M42 
TRANSF.M41 
TRANSF.M40 
TRANSF . M3 7 
TRANSF.M36 
TRANSF. M3 5 
TRANSF. M3 4 
TRANSF. M3 3 
TRANSF. M3 2 
TRANSF. M3 1 
TRANSF. M3 0 
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CUT  SHEETMETAL  FOR  OFFSET  TRANSFORR 
SHEAR  SHEETMETAL  FOR  OFFSET  TRANSFORMER 
MARK  OUT  SHEETMETAL  FOR  OFFSET  TRANSFORMER 
BEND  SHEETMETAL  FOR  OFFSET  TRANSFORMER 
CUT  SHEETMETAL  FOR  OFFSET  TRANSFORMER 
SHEAR  SHEETMETAL  FOR  OFFSET  TRANSFORMER 
MARK  OUT  TRANSFORMER 
BEND  SHEETMETAL  FOR  TRANSFORMER 
CUT  SHEETMETAL  FOR  TRANSFORMER 
SHEAR  SHEETMETAL  FOR  TRANSFORMER 
MARK  OUT  TRANSFORMER 
ASSEMBLE  TRANSFORMER 
BEND  SHEETMETAL  FOR  TRANSFORMER 
BEND  SHEETMETAL  FOR  TRANSFORMER 
FORM  PITTSBURGH  LOCK  FOR  TRANSFORMER 
FORM  LAP  ENDS  FOR  RECT .  TO  RECT 
CUT  CORNERS  FOR  RECT.  TO  RECT.  TRANSFORMER 
SHEAR  SHEETMETAL  FOR  RECT.  TO  RECT.  TRANSFORMER 
MARK  OUT  RECTANGULAR  TO  RECTANGULAR  TRANSFORMER 
ASSEMBLE  TRANSFORMER 
BEND  LAP  ENDS  FOR  TRANSFORMER 
BEND  SHEETMETAL  FOR  TRANSFORMER 
FORM  PITTSBURGH  LOCK  FOR  TRANSFORMER 
FORM  LAP  ENDS  FOR  TRANSFORMER  ,  7-f, 

CUT  CORNERS  FOR  TRANSFORMER  y :  ■  -  " 

SHEAR  SHEETMETAL  FOR  TRANSFORMER  ’.'-.iZl 

MARK  OUT  TRANSFORMER  ,  " 
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TRANSFORMER 


<  3  3  > 

6-JUL-8 

<  3  3  > 

6- Jul-8 

<  3  3  > 

2  O-Mar-8 

<  3  3  > 

19 -MAY- 8 

<  3  3  > 

19-May-8 

<  3  3  > 

1 9-MaY-8 

<  3  3  > 

18-MaY-8 

<  3  3  > 

18 -MAY- 8 

<  3  3  > 

26-Jul-8 

<  3  3  > 

26-Jul-8 

.£<.3  3> 

2 6- JUL-8 

•<"3  3  > 

7- JUL-8 

<  3  3  > 

7- JuL-8 

<  3  3  > 

7- Jul-8 

<  3  3  > 

6- Jul-8 

<  3  3  > 

7- JUL-8 

<  3  3  > 

6- Jul-8 

<  3  3  > 

6- Jul-8 

.  <33> 

18 -MAY- 8 

<33> 

18 -MAY- 8 

<  3  3  > 

12-JU1-8 

<  3  3  > 

11- Jul-8 

<  3  3  > 

11- Jul-8 

<  ?3> 

18 -MAY- 8 

•C  33  > 

11- Jul-8 

<  33?;- 

18 -MAY- 8 

3  3 .5* 

18 -MAY- 8 

Jparstion  (DE,  PD,  CP,  H,  or  EX) 
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RODUCT.M33 
RODUCT.M32 
RODUCT . M3  1 

MjDUQT-irt30 
r  'RxrciiTcft;?i25 
**  _RODUCf‘  ;.H24 
"lT^BUCTyii23 
'  "  "*a[BUCtiJ$22 
RODUCT  ttt2l 
'"RODUCT  ^M.20 
'fc%"~R0DUCT.tfl5 
’  Product  |  mi.4 
*  RODUCT  .ill  3 
i“R0DUCTtH12 
'  1  ’"8QDUCT.H11' 
RODUCT. MIO 
RODUCT » tf06 
~  'RODUCT. MO 5 
RODUCT. MO 4 
_RODUCT . M03 
RODUCT .M02 
RODUCT. ; MO  1 
RVTJNT .MO 2 
RVTJNT.M01 
SQ2RND.M54 
SQ2RND.M53 
SQ2RND.M52 
SQ2RND, M51 
SQ2RND, M50 
STRGHT.M93 
STRGHT.M92 
V-'STROHT.  M91 
‘  TRGHT.M90 
STRGHT.M83 
STRGHT.M82 
STRGHT.M81 
STRGHT.M80 
STRGHT . M 7  3 

STRGHT . M7 0 

STRGHT. M6 6 
STRGHT. M  6  5 

STRGHT .M64 
STRGHT.  M  6  3 

STRGHT. M62 
STRGHT. M61 
STRGHT. M60 
STRGHT. M56 
STRGHT. M55 
STRGHT. M54 
STRGHT .M53 
STRGHT. M52 
STRGHT. M51 
STRGHT . M 5  0 
TRANSF.M87 
TRANSF . M8  6 
(^*"'rRANSFic'M85 
TRANSF  .~M8  4 
TRANSF. M8 3 


FORM  LAP  SEAM  ON  ROUND  DUCT 
CUT  CORNERS  FOR  ^MJND  DUCT' 

SHEAR  SHEETMETAL  FQRr" -ROUND  tDUCT  SECTION 
MARK  CRf T  l/ROU ND  - “D OdT ! - S E C T 1 0$ 

RIVET  ROUND  DUCT  ^SECPTON  ^ 

FORM  ROOND  R-OUND  DUCT 

FORM  LAP  SE Af¥ %N  THHJ N-D1  -DUt f 
CUT  CORNERS  FOR  ROUND  lM'CT  Z 
SHEAR  SHeef^iEfAL  TOR:  ROUND  DUCT 
MARK  OUT  'ROirNl?  DUCT  SECTION 

rivet  3r6'und  ‘^uct-^SE'dTioN  -;r 

form  Ground'  :d Mri-fEtf  tf or  -Round  duct 

FORM^LTAP  SEM  'ON  -ROUND  -D’UCT 

CUT  CORNERS^OR  ^OU^D-DUCf  SECTION 

SHEAR  SH’EETMEfAL1 ’FOR GROUND  DUCT  SECTION 

MARK^dOf  ROUND  "'DUCT  SECf  ION 

RIVET  ROUND  DUCT  SECTION- 

FORM  ROUND  DIAMETER  FOR  ROUND  DUCT 

FORM  ££p''dEAMsG'tf ‘‘ROUND  DUCT 

CUT  CORNERS  FOR -ROUND  DUCT 

SHEAR f‘f0EETMETAL“ FOR  ROUND  DUCT 

MARK' -O^T  MOHlH '  DUCT  c  ’ 

RIVET.  Sfl^EtffETAL-  UOINT 
RIVET'OREETMET AiL-UQINT 
form  COLLAR  FOR  SQUARE  to  rouNd 
BEND  RADIUS  FOR  SQUARE  TO  round 
CUT  RADIUS  FOR  SQUARE  TO  ROUND 
SHEAR  SHEETMETAL  FOR  SQUARE  TO  ROUND 
mark  OUT  SHEETMETAL  For  sqUare  to  round 
BEND  SHEETMETAL  FOR  STRAIGHT  SECTION 
cut  SHEETMETAL  FOR  Straight  section 
SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION 
MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION 
BEND  SHEETMETAL  FOR  STRAIGHT  SECTION 
CuT  _SHEETMETAL  FOR  STRAIGHT  SECTION 
SHEAR  SHEETMETAL  FoR  STRAIGHT  SEcTion 
MARK  OUT  SHEETMETAL  FOR  straight  section 
BEND  SHEETMETAL  FOR  STRAIGHT  SECTION 
CUT  CORNERS  FOR  STRAIGHT  SECTION 

5 E 1 c  ■ 1 1 °N 

ASSEMBLE  STRAIGHT  SECTION 

BEND  SHEETMETAL  FOR  STRAIGHT  SECTION 

form  PITTSBURGH  ON  STRAIGHT  sECtiOn 

form  LaP  ENDS  FOR  STRAIGHT  SecTion 

CUT  SHEETMETAL  FOR  STRAIGHT  SECTION 

SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION 

MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION 

ASSEMBLE  STRAIGHT  SECTION 

BEND  SHEETMETAL  FOR  STRAIGHT  SECTION 

FORM  PITTSBURGH,  ON  STRAIGHT  SECTION 

FORM  LAP  END  ON  STRAIGHT  SECTION 

CUT  SHEETMETAL  FOR  STRAIGHT  SECTION 

SHEAR  SHEETMETAL  FOR  STRAIGHT  SECTION 

MARK  OUT  SHEETMETAL  FOR  STRAIGHT  SECTION 

ASSEMBLE  OFFSET  TRANSFORMER 

BENd  lap  eNDs  for  offsEt  tRaNsFOrMEr 

BEND  SHEETMETAL  FOR  OFFSET  TRANSFORMER 

FORM  PITTSBURGH  LOCK  FOR  OFFSET  TRANSFORMER 

FORM  LAP  ENDS  FOR  OFFSET  TRANSFORMER 
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31 -May- 8 3 

/ 

s 

33> 

31-Mar-83 

s' 

33> 

31 -May- 8 3 

33> 

31 -May- 8 3 

y 

\ 

33> 

31 -May- 8 3 

33> 

31 -May- 8 3 

s 

33> 

31-Mar-83 

< 

33> 

31-Mar-83 

< 

33> 

31-May-83 

.*■- 

33> 

l-Jun-83 

< 

33> 

l-Jun-83 

33> 

l-Jun-83 

< 

33> 

l-Jun-83 

< 

33> 

l-Jun-83 

< 

33> 

l-Jun-83 

33> 

16-May-83 

/ 

■s 

33> 

16-May-83 

< £ 

33> 

25-Mar-83 

33> 

25-May-83 

/ 

'% 

33> 

25-Mar-8 

/ 

\ 

33> 

25-Mar-8 

< 

33> 

25-Mar-8 

33> 

2  4-May-8 

/ 

33> 

2 4 -May- 8 

33> 

2  4 -MaY- 

y 

\ 

33> 

24-MAY-83_ 

< 

33> 

24-M  Ay-8 

33> 

24-MaY-8 

s 

33> 

2  4-May-8 

< 

33> 

2 4 -May- 8 

< 

33> 

2  4-May-8 

33> 

8- Jul-8 

< 

33  > 

8- Jul-8 

•K. 

33> 

24-May-8 

< 

33> 

16-May-8 

< 

33> 

16-May-8 

/ 

\ 

33  > 

7  -  J  u  1  -  8 

y 

33> 

16-May-8 

y 

*» 

33> 

1 6-May-8 

\ 

33> 

16-MaY-8 

33> 

16-May-8 

< 

33> 

21  -Jul-8 

< 

33> 

13-May-8 

/ 

\ 

33> 

13-May-8 

< 

33> 

13-May-8 

33  > 

13-MaY-8 

s 

33> 

13-MaY-8 

s 

33> 

13-May-8 

\ 

33> 

6- Jul-8 

< 

33> 

7-J  u 1  -  8 

*s 

33> 

6  -  J  u  1  -  8 

\ 

33> 

20-May-8 

< 

33  > 

6-Jul- 

OSQ2RN.M70  MARK  OUT  SQUARE  TO  ROUND  WITH  OFFSET  <  -33> , ,2|$-Maa-8 

OSQ2RN.M30  RIVET  SQUARE  TO  ROUND  OFF  CENTER;  <  T33>  ‘  “  ii^-Maa-8 
OSQ2Rn!m28  TACK  WELD  COLLAR  TO  SQUARE,  TO  ROUND  OFF  CENTER  <  .'rf-Msv-8 

OSQ2RN.M27  ASSEMBLE  SQUARE  TO  ROUND  OFF  CENTER  4  SF&2-M3a-8 

OSQ2RN.M26  BEND  LAP  ENDS  FOR  SQUARE  TO  ROUND  OFF  CENTER  <  ~33>  -  .!'Ji,2-Haa-8 

3SQ2RN.M25  BEND  RADIUS  FOR  SQUARE  TO  ROUND  OFF  CENTER  r33>  ;  "  ..^-Maa-B 

SQ2RN.M24  FORM  COLLAR  FOR  SQUARE  TO  ROUND  OFF  CENTER  < 1333* ^ it2-Maa-8 

OSQ2RN.M23  FORM  LAP  ENDS  ON  SQUARE  TO  ROUND  OFF  CENTER  4  ^'..ALi-Maa-B 

OSQ2RN.M22  SHEAR  RADIUS  FOR  SQUARE  TO  ROUND  OFF  CENTER  33> T  flt-Maa-S 
OSQ2RN.M21  SHEAR  SHEETMETAL  FOR  SQUARE  TO  ROUND  OFF  CENTER  <  ^5,3>  *  -l£-Maa-8 
OSQ2RN.M20  MARK  OUT  SHEETMETAL  FOR  SQUARE  TO  ROUND  OFF  CENTER  f‘3 3>V  'Xli-Maa-8 
RCT2RC.M54  FORM  RADIUS  FOR  COLLAR  FOR  RECT  TO  RADIUS  CORNER  <:  33>  " .  •l$‘-M3a-8 

RCT2RC.M53  BEND  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS  <  '333f  ’'.7  \  i7-Maa-8 

RCT2RC.M52  CUT  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS  4,33>  .*I7-Maa-8 

RCT2RC.M51  SHEAR  SHEETMETAL  FOR  RECTANGULAR  -TO  RADIUS  CORNERS  <33>T_  lf-May-8 
RCT2RC.M50  MARK  OUT  RECTANGULAR  TO  RADIUS  CORNERS  <33>  17-May-8 

RCT2RC.M40  RIVET  RECTANGULAR  TO  RADIUS  CORNERS  <33>  17-May-8 

RCT2RC.M38  TACK  RADIUS  CORNERS  ON  RECT.  TO  RADIUS  CORNERS  <33>  I7-MaY-8 

RCT2RC.M37  ASSEMBLE  RECTANGULAR  TO  RARIUS  CORNER-  p  <33>  17-MaY-8 

RCT2RC.M36  BEND  LAP  ENDS  FOR  RECTANGULAR  . TO 1.  <33>  17-May-8 

RCT2RC  .*M35  FORM  RADIUS  ON  COLLARS  FOR  RECT  *  ^  T.Q^RAP/IU.S’  ^QRNERS  “  <33>  17-May-8 

RCT2RC.M34  BEND  RADIUS  FOR  RECTANGULAR  TO  RADiyg-'CORNE'^  ?  -  <33>  17-MaY-8 

RCT2RC M33  FORM  LAP  ENDS  ON  RECTANGULAR  T 0 .  RAD£uS^C8§FJ^St-,.,  t •-  <33>  17-Mar-8 

RCT2RC.M32  SHEAR  RADIUS  FOR  RECTANGULAR  TO  RADIUS'  CORNERS  <33>  17-May-8 

RCT2RC M31  SHEAR  SHEETMETAL  FOR  RECTANGULAR  TO  RADIUS  CORNERS  <33>  17-May-8 
RCT2RC M30  MARK  OUT  RECTANGULAR  TO  RADIUS  CORNERS  <3  3>  17-MaY-8 

RCT2RC .Mil  RIVET  RECTANGULAR  TO  RADIUS  CORNERS  <33>  13-MaY-8 

RCT2RC ! MO 9  TACK  RADIUS  CORNERS  ON  RECT.  TO  RADIUS,  CORNERS  <3  3>  13-May-8 

RCT2RC*.  M08  ASSEMBLE  RECTANGULAR  TO  RADIUS  CORNERS  <33>  13-MaY-8 

RCT2RC.M07  BEND  LAP  ENDS  FOR  RECTANGULAR  TO  RADIUS  CORNERS  <33>  13-MaY-8 

RCT2RC.M06  FORM  RADIUS  FOR  RECTANGULAR,  TO  RADIUS  CORNERS  <33>  13-May-8 

RCT2RC.M05  BEND  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS  <3  3>  13-May-8 

RCT2RC.M04  FORM  LAP  ND  ON  RECTANGULAR  TO  RADIUS  CORNERS  <33>  13-MaY-8 

RCT2RC.M03  SHEAR  RADIUS  FOR  RECTANGULAR  TO  RADIUS  CORNERS  <33>  13-May-8 

RCT2RC.M02  SHEAR  SHEETMETAL  FOR  RECTANGULAR  TO  RADIUS  CORNERS  <33>  13-May-8 

RCT2RC . ,  M01  MARK  OUT  SHEETMETAL  FOR  RECT.,  TO  RADIUS  CORNERS  <33>  12-MaY-8 

R02RC.M03  SHEAR  RADIUS  FLAT  OVAL  TO  RADIUS  CORNERS  <33>  l-JUL-8 

R02RO.M43  FORM  RADIUS  FOR  ROUND  TO  ROUND  TRANSITION  <33>  26-May-8 

R02R0.M42  CUT  RADIUS  FOR  ROUND  TO  ROUND  TRANSITION  <33>  2  6-MAY-8 

R02R0  . M41  SHEAR  SHEETMETAL  FOR  ROUND  TO  ROUND  TRANSITION  <33>.  26-MAY-8 

R02RO  .  M40  MARK  OUT  DUND  TO  ROUND  TRANSITION  <33>  26-May-8 

R02RO.M24  TACK  ROUNI  TO  ROUND  TRANSITION  <33>  26-May-8 

R02RO.M23  FORM  RADIS  FOR  ROUND  TO  ROUND  TRANSITION  <33>  26-MAY-8 

R02RO.M22  CUT  RADIUES  FOR  ROUND  TO  ROUND  TRANSITION  <33>  26-MAY-8 

R02RO.M21  SHEAR  SHEETMETAL  FOR  ROUND  TO  ROUND,  TRANSITION  <33>  26-May-8 

RO2RO.M20  MARK  OUT  DUND  TO  ROUND  TRANSITION  <33>  26-May-8 

RODUCT.M55  RIVET  ROUD  DUCT  SECTION  <3  3>  2  6-Jul-8 

RODUCT.M54  FORM  ROUNI  DIAMETER  FOR  ROUND  DUCT  <33>  l-Jun-8 
RODUCT.M53  FORM  LAP  EAN  ON  ROUND  DUCT  <33>. 


RODUCT.M52  CUT  CORNES  FOR  ROUND  DUCT 

RODUCT.M51  SHEAR  SHETMETAL  FOR  ROUND  DUCT; 

RODUCT.M50  MARK  OUT  DUND  DUCT  SECTION 

RODUCT.M45  RIVET  ROUD  DUCT  SECTION 

RODUCT.M44  FORM  ROUN  DIAMETER  FOR  ROUND  DUCT 

RODUCT.M43  FORM  LAP  E  A  M  ON  ROUND  DUCT 

RODUCT.M42  CUT  CORNES  FOR  ROUND  DUCT 

R0BUCT*M41  SHEAR  SHETMETAL  FOR  ROUND 

RODUCT.M40  MARK  OUT  FOUND  DUCT 

RODUCT.M35  RIVET  ROUD  IUCT  SECTION 

RODUCT . M3 4  FORM  ROUN  DIAMETER  FORUCT 


<33> 

<  3  3  > 
<33> 

<  3  3  >  1 

<3  3> 

<  3  3  > 

<33>, 

<  3  3  > 
<33> 

<3  3> 
<33> 


l-JUN-8 
1- JUN-8 

l-Jun-8 
-JUN-8 
1- JUN-8 
-JUN-8 
1- JuN-8 
l-Jun-8 
26-JUL-8 
31 -May- 8 
31 -May- 8 


F02RC  .M02  SHEAR  SHEETHET&L.  FOR-: FLAT  OVAL  TO  RAMUS  CORNERS 
F02RG-.M01  MARK  OUT t  FfcftT'  OVAL,. TXL.RAMUS -CORNERS  , 

F02SQE..-M54'  FORM  "COLLAR'- FOF& Ft&T.QVAL  T.O:‘,SQUARE  CORNEtS- 
F02S.QCCM53'' BEND  RADIUS^FCR-  Fi,AT  OVAL  'TO, SQUARE  CORNERS 
FQ2SQC  «N52  ■  CU  T  RAD  I USFFOR  -FLATr  Q.VAL. .  T  Q-  .SQUARE  CORNERS  ' 
FQ2SS0;-f  M5 1  ■  SHEAR.  SHEETHETAU.'  FDR'  FLAT'  OVAL  TO  SQUARE  CORNERS 
V02SQCvM50  ■  HARK-.-  OUTFL^T  'OVAL,  TO"  SQUARE-  CORNER  j 

-'GELBOU  *  M24 '.  ASSEMBLE?; SPOORED’-'  ELBGW"\  :  -  ?  '*  v  - 
GELB6w;M23-FORH  :SHEEJHETAL ,  FOR  -  5  .GORED'  ELBOW 
GELBOW . M22--SHEARi  SHSETHE?At;.;FOR-  5 :  G'GBElfrELBOW 
G  ELB  Q  W.  M  2 1-‘  S  H  E  A  RSH  E E-THETA L; FOR  5,  QJ0RETdi|.  ELBOW 
gelbqw»m2o'mark  out •  s'-poREBr-ELBOU .  •. 

OFFSET-.  M9  4  .FORM  -RADIUSEE f ON  : WRARRERS  .FOR'  OFFSET" 

OFFSET* M9“3--'CUT  ’ RADIUSESc AND 1  CORNERS.  FOR  OFFSET 
OFFSET  .M92 "SHEAR ' CHEEKS  AND  WRAPPERS  F^R  OFFSET 
OFFSET  *’M91  MARK  OUT  .  WRAfiPERS^FOR  -  OFFSET'1’  ' 

-  OFFSET. «90  HARK  OUT-'  CHEEKS': FOR.  'OFFSET"  -- 

OFFSET  ^HS9.  :ASSEHBLE  *CHEEKS,.?ANIl  '  WRAPPERS  FOR  OFFSET 

-  OFFSET  .fi8.8;  FQRH  'RADIUS;  ON  ^RAPPERS  FOR- OFFSET  ,. 

OFFSET  »MS7'  POSITION.- SPACERS.  ..IN  PITTSBURGH  LOCKS  FOR  OFFSET 

OFFSET. M8-6  FORM -PITTSBUGH  -LOCKS  FOR  OFFSET 

OFFSET . M85  FORM'  90  DEBR-EE  ^EItGE  ,  ON  CHEEKS  FOR  OFFSET 

OFFSET. M0.4  -FORM -LAP  ;ENB$:  FOR  "OFFSET  '  V 

OFFSET. M83  -SHEAR  CHEETK  RADIUS  FOR  OFFSET 

OFFSET  .  H82  - S H E A R ;  S HEETMET A L  FOR  OFFSET: 

OFFSET-'.  M8L  MARK  OUT -WRAPPERS.  FOR  OFFSET - 

OFFSET. H80  MARK  OUT  CHEEKS  FOR  OFFSET 

OFFSET. M69  ASSEMBLE  CHEEKS.  AND  WRAPPERS;-FOR  OFFSET 

OFFSET. M68  FORM  RADIUS  ON  WRAPPERS  FOR  OFFSET 

OFFSET .M67  POSITION  SPACERS  .IN  PITTSBURGH  LOCKS  FOR  OFFET 

OFFSET. M66  FORM  P ITTSBUR.G«v-LQ.CK  '.ON  WRAPPERS  FQR  OFFSET 

OFFSET  »M6 5  FORM  90-  DEGREE  EDGE'  ON  CHEEKS  FOR  OFFSET 

v _ -OFFSET  ».M&4  FORM  -LA P.  ENDS  ~ ON,  CHEEKS  !:AND  WRAPPERS  FOR  OFFET 

•  '  OFFSET *H63  SHEAR  RADIUS  ON.  CHEEKS'  FOR'  OFFSET  , 

OFFSET*  M42  SHEAR -SHEETMETAl.  FOR  OFFSET 

0FFSET.M61  -MARK  OUT  WRAPPERS  FOR- OFFSET 

OFFSET  .-M60.  MARK  - OUT  CHEEKS.FORJ  OFFSET-  - 

OFFSET  .'M05  FORM -RADIUS.  ON  WRAPPERS  FOR  .OFFSET  - 

OFFSET. MO-4  CUT  RADIUS -ON. CHEEKS,  FOR- OFFSET 

OFFSET. H03  SHEAR  . SHEETME-TAL  FOR  OF F SET  :  -- 

0FFSET-.M02  MARK  .BUT  WRAPPERS-  FOR  OFFSET 

OFFSET.  MO  1-  MARK  OUR '.CHEEKS:  FOR '  RECTANGULAR  OFFSET 

OGEE  -  ’.M49.  ASSEMBLE  CHEEKS.  AND  WRAPPERS  FOR  OGEE 

OGEE-  ’-.M48.  ‘FORM  RAMUS’  ON  i WRAPPERS'  FOR  OGEE  :■ 

OGEE  *  .M47  POSITION .;.SPACERS  i.N  PITTSBURGH  LOCKS  FOR  OGE 

OGEE'  .  M46-  FORM  PITTSBURGH  LOCKS  FOR  OGEE  .  .V 

OGEE  ;M45.  FORM  90  DEGREE--;.EDGE  - ON  -CHEEKS  FOR  OGEE 

OGEE  .  M44.  . FORM  LAPi.SNDS.  FOR.  OGEE 

OGEE  .  M43.  SHEAR,  RADIUS  ‘ON..  CHEEKS  FOR  OGEE 

OGEE  .  M42.  SHEAR  S HEEtM E-T-AL-i  A  '  '  V. 


K 

33> 

5-Msy-8 

< 

33> 

5-Msy-8 

33> 

24-M3y-8 

33> 

24-Msy-S 

y 

\ 

33> 

24-M3y- 

/ 

> 

33> 

24-M3y->_ 

< 

33> 

24-Msy-8 

< 

33> 

24-Msy-S 

33> 

24-«3y-8 

/ 

's 

33> 

23-Msy-8 

33> 

23-M3y-8 

\ 

33> 

23-M3y-8 

< 

33> 

26-May-8 

< 

33> 

26-Msy-8 

,S 

*v 

33> 

26-May-S 

< 

33  > 

26-Msy-8 

’*s 

33> 

26-May-8 

33> 

1 l-Msy-8 

33> 

8-Jul-Q 

< 

33> 

1 l-Msy-8 

> 

33> 

8— Jul-8 

33> 

1 l-Msy-3 

< 

33> 

1 l-May-8 

<* 

33> 

8-Jul-8 

<- 

33> 

1 l-May-8 

33> 

1 l-May-o 

< 

33> 

1 l-May-8 

33> 

1 O-May-8 

33> 

1 0-May-8 

< 

33> 

lO-May-8 

\ 

33> 

,10-May-r 

,s 

33> 

8-Jul- 

S 

*. 

33> 

lO-May-8 

*s 

33> 

lO-May-8 

< 

33> 

1 O-May-8 

,/ 

33> 

lO-May-8 

y 

\ 

33> 

10-May-S 

< 

33> 

26-May-8 

:s 

33> 

26-May-S 

33> 

26-May-e 

< 

33  > 

26-May-S 

y 

\ 

33> 

26-May-e 

33> 

12-May-e 

33> 

12-May-e 

33> 

12-May-e 

33> 

12-May-e 

33> 

12-May-e 

./ 

33> 

12-May-e 

\ 

33  > 

12-May-e 

BhJTT $fc,$$$$DHHHHHH  <  .3';- 

OGEE  .M41.  MARK  OUT  WRAPPERS  FOR  OGEE  . 

OGEE  .  M40  MARK  OUT  CHEEKS  FOR  .OGEE-.' 

0SQ2RN.M74-  FORM  COLLAR  FOR .SQUAtejO  ROUND  OFF  CENTER 
0SQ2RN.'M73?  BEND  .  RADIUS.  FOR  SQUARE  T0‘  ROUND  OfF  CENTER 
''“'0SQ2RN.M72  CUT  RADIUS  .FOR;  SQUARE-TO  ROUND  OFF  CENTER  ! 
QSQ2SNS.N71  SHEAR.  S'HE.ETMETAL.  FDR'S  SQUARE  TO.  ROUND  OFF  2ENIR 


12-May-83 

<  33  > 

<  33> 

<  33  > 

<  33> 

<  33> 

<  33> 


1 2-Msy-E 

12-May-e 

25-May-E 

25-May-c 

25-May- 

25-M3y-8 


